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In Retrospect 


The passing year has been outstanding for the 
foundry industry. Invention, development, tech- 
nology and social activities have shown an ever- 
increasing tempo. Affecting the iron and steel foun- 
dry owners in the early part of the year were the 
terms under which the iron and steel industry was 
to be returned to private enterprise and it was 
enacted that the manufacturers of ferrous cast- 
ings should all come within the ambit of the 
Iron and Steel Board. This aroused much con- 
troversy at the time, but the foundry industry felt 
reasonably happy about it when the personnel of 
the Board were announced. During the year there 
has been a plethora of congresses, conventions, 
seminars, symposia and the like. Blackpool, Paris, 
Scarborough, Ashorne Hill, Cheltenham, and Lon- 
don have had gatherings of foundrymen to advance 
various phases of technique, practice, economics, 
training and productivity, plus, of course, em- 
bellishment of the social life of the industry. 

The year has been noteworthy for technical 
developments. The shell-moulding method has 
swept through industry like a forest fire and it is 
stated by those who should best know that no 
fewer than 1,000 foundries are either actually in 
production or carrying out experiments. The 
master patternmakers have told us that they are 
now often called on to make equipment for 
making shell-moulded components for jobs pre- 
viously manufactured as die-castings. Quite im- 
pressive, too, is the progress made in cupola prac- 
tice, where hot-blast installations and similar plant 


are going into production. The makers of 
builders’ castings have engineered a new process 
for making gutters, and have utilized the centri- 
fugal process for the manufacture of pipes. To- 
wards the close of the year, the provision of float- 
ing refractory segments for use in bale-out fur- 
naces in the die-casting shops registers a worth 
while development of technological and hygienic 
significance. There has been in recent years a grow- 
ing tendency for foundries to buy their patterns from 
outside suppliers. This has made the master pattern- 
makers conscious of their growing importance and, 
there is a strong desire amongst these craftsmen to 
create a co-operative association through which their 
aspirations and opinions could find expression. This 
movement shows every appearance of coming to 
fruition during the coming year and we wish it 
every success. 

The various organizations within the indus- 
try have shown great vitality and have given 
an ever-increasing service to their members. The 
Institute of British Foundrymen, which next year 
celebrates the 50th anniversary of its foundation, 
has attained a record membership and is now prob- 
ably the largest metallurgical association in Europe. 
The Victorian Division of the Institute of Aus- 
tralian Foundrymen has now been integrated with 
the Institute to the undoubted benefit of both. 
At home, new sections have been created with 
centres at Luton/Bedford and Northampton. 
These additions mean that science and technology 
are being brought to the actual foundries in two- 
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In Retrospect 


dozen areas. This country is indeed well served and 
areas which deem themselves to be neglected will 
have to resort to “ circles” for the dissemination of 
knowledge. 

The employers’ associations, headed by the 
Council of Ironfoundry Associations, have had 
much work to do in connection with the Regula- 
tions for health and safety in foundries and it was 
indeed fortunate that the industry was adequately 
organized to give expression to the views of the 
owners and managers. The British Steel Founders’ 
Association has been very active. It promoted 
a very useful customer/supplier conference in 
London and the newly-formed research association 
has done commendable work in reducing the dust 
hazard from grinding machines. This problem has 
also had the attention of the British Cast Iron Re- 
search Association, so two different systems are now 
available to the industry. The latter body has 
also reported the results of work of its operational 
research team and now that extensive experience 
has been gained we hear on all sides of material 
benefits that have resulted from the team’s visits. 
The Association of Bronze and Brass Founders 
‘was not quite so busy as in 1952, when it was 
devoting much time to the highly successful Harro- 
gate productivity conference, but towards the end 
of the year the Association announced the services 
it is proposed to give from funds received under 
the “Conditional Aid” grant. The Foundry 
Trades Equipment and Supplies Association is in- 
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creasing both in membership and importance. It 
has been active during the year in matters of the 
dust control from grinding wheels in co-operation 
with the B.S.F.A., in the preparation of an export 
booklet, in the question of portable drying stoves 
and on the standardization of steelfoundry ladles. 
The year for all of us has indeed been a busy one. 


Shell-moulding Bibliography 

Since the method of casting metals by the Croning 
or shell-moulding process became known outside Ger- 
many, after the war, its versatility, precision and 
economy have continued to excite interest. A great deal 
of research has been carried out and many papers and 
articles have been published. The Sheffield City Libraries 
in February, 1953, brought out a list of selected 
references to various publications on this subject. So 
great was the demand that a revised and enlarged second 
edition has recently been issued, with 105 references. 
Supply is limited, but a copy of this No. 61 Research 
Bibliography of the Sheffield City Libraries will be sent 
free of charge to interested organizations on application 
to the City Librarian. 


Liquid Fuels 


A course of evening lectures on “ Liquid Fuels, their 
Properties and Utilization,” will be delivered by G. F. J. 
Murray, B.Sc., on Tuesday evenings at 7 p.m., at the 
Northampton Polytechnic, St. John Street. London, 
E.C.1, commencing on January 5. The course will cover 
fuel oil and other liquid fuels; layout of liquid fuel 
storage and burning systems; applications of liquid 
fuels in large steam-raising plant and their use in metal- 
lurgical furnaces; use of fuel oil in marine boilers; 
recent work on high- and low-temperature corrosion 
and deposits on oil-fired boiler plant; and oil as 
applied to gas production. 























Lowering into position 
the high - pressure 
casing of a _ new 
30 mw. turbo-alter- 
nator at Huddersfield 
Power Station. This 
5}-ton casing, one of 
several castings sup- 
plied by the David 
Brown Foundries 
Company, Penistone, 
was cast in their mk. 
vill, chrome- 
molybdenum _ steel, 
for which is specified 
a yield point of 18 
tons per sq. in. (min.) 
and an ultimate ten- 
sile strength of 35 
tons per sq. in. 
(min.). These cast- 
ings are designed for 
a steam pressure of 
600 Ib. per sq. in. and 
a temperature of 450 
deg. C. 
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Mammoth 
Aluminium Wheel 


By J. R. Harrison 


An account of methods adopted for casting four 
aluminium-alloy half-wheel castings of finished net 
weight 2,250 lb. each for which L.33 material was 
used. The work taxed the melting capacity of the 
foundry which accepted the commission. However, 
using a combination of floor moulding with cores 
and chills, their efforts were crowned with success 
and all castings proved sound. The methods 
described epitomize the value of a logical approach 
to jobs of this nature, eliminating snags by careful 
calculation and reasoning in advance. 


In describing the methods employed by the 
Author’s foundry (R. C. Harrison & Sons (Brass 
Founders), Limited, Leicester) to produce four 
aluminium-alloy half-wheel castings shown in Figs. 
| to 8, it should be made clear that the previous 
largest aluminium casting made by the firm weighed 
800 Ib. but in this case a total of 3,310 lb. of metal 
had to be melted, which taxed to the utmost the 
melting capacity of the plant, and no fewer than 13 
furnaces, ranging from pit-fired types, bale-out fur- 
naces, 400-lb. capacity tilting furnaces, and two 
open-flame-type rotary furnaces were employed. It 
will thus be realized that jt was no easy job to melt 
the metal, and co-ordinate these furnaces to have 
them all ready at the same time, without overheat- 
ing. Fortunately, with the exception of two which 
were gas-fired, all the furnaces used oil fuel and 
therefore could be kept under close control. 


Design and Equipment 

These castings measure 15 ft. from end to end, 
and 7 ft. 6 in. across by | ft. 6 in. deep and weigh 
fully fettled 2,250 lb. each. The four halves when 
completed (two are shown assembled in Fig. 1) are 
bolted together to form a drum or pulley 15 ft. dia. 
by 3 ft. deep and weighing finished approximately 
8,000 Ib. It is keywayed on to a revolving 6-in. dia. 
steel shaft, machined on the outer face and flanges, 
the boss being bored, faced and keywayed. These 
faces therefore had to be clean and sound. The 
metal thickness varied from 12 in. on the outer cir- 
cumference to spokes 1} in. thick, the boss section 
being 44 by 8} in. It will readily be seen from 
this that heavy chilling was necessary to make sure 
the casting was sound. The amount of machining 
allowance was left to the foundry, and it was decided 
to allow } in. on outside and side flanges, with 3 in. 
on the bolting faces and boss. 


Equipment and Methods 
_ The pattern and corebox equipment was supplied 
by the customer, but was made by an. outside local 
‘irm of patternmakers. However, the foundry per- 
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Fic. 1—Two of the Half-wheels assembled, giving an 
Idea of the Size and Comparative Fragility of this 
Project. 


sonnel were given a completely free hand to have 
it made entirely to their requirements; advantage 
was taken of this and the closest possible co-opera- 
tion was obtained from the patternmakers. 

Planning the production method was undertaken 
in close consultation with the moulders and core- 
maker, and it was decided to make the whole job 
from cores, as no moulding box was available. 
Even if one could have been obtained, the crane 
only had a maximum lifting capacity of 5 tons, and 
the top box-part alone in cast iron without sand 
would weigh at least 5 tons. After deciding on the 
pattern coreboxes and the method of running and 
feeding, but before any start was made by the 
patternmaker, a 1:8 scale model of the pattern and 
coreboxes were made by the founders, and scale- 
model castings were produced in DTD.424 alloy 
from these, under as near as possible the same condi- 
tions as would be experienced with the actual full- 
scale casting. 


Experiences With Scale Model 


Careful measurement of the first model casting 
showed no contraction at the two ends, that is, it 
remained the same size as the pattern, this in spite 
of the cores being released as quickly as possible. 
A further casting was then made with two tie-bars 
linking each end with the centre boss; this proved to 
have the desired effect of ho!ding-in the ends. Nor- 
mal and uniform contraction then took place, and it 
was decided to incorporate these tie-bars on the 
actual casting. After these experiments, manufac- 
ture of the pattern and coreboxes was commenced, 
as shown in Figs. 2 and 3. The pattern was simply 
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Fic. 2.—General Layout of the 
Moulding Equipment for the 
Large Half-wheel Casting. Details 
of its Construction are showin: in 
Fig. 3. 
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by the cores, and chills during 
the coring-up period (which took 
three days) was prevented. The 
coring-up was done by the 
moulder and coremaker assisted 
by a labourer, the 12 outer rim 
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cores being placed in first, fol- 
lowed by the four downgate 
cores; these connected to the ring 
runner formed in the outer-rim 
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cores. The two largest curved 
cores, marked “B” were then 
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lowered into position, the centre 








a frame with the outside blocked in, bottom and 
top open, the half circle being built up of 12 flats; 
this enabled the 12 outer cores marked on the’ plan 
to be produced on flat aluminium plates without 
any packing sand. The method of splitting up the 
cores, as shown in Fig. 3, enabled all the cores to be 
turned out on flat machined plates, the only pack- 
ing sand used being to support one end of the six 
spoke cores. 
that all chills were incorporated in the cores, 256 in 
all being required. Those chilling the bottom part 
of the wheel were made of aluminium and those 
at the top part near the ingates were of cast iron. It 
is the writer’s experience that aluminium chills 
should be used with caution and never where there 
is an appreciable flow of metal over them or near 
ingates, this on account of the danger of fusion 
or complete melting away of the chills. 

All chills were coated with a proprietary brand of 
core-coat which -was painted or sprayed on at the 
time of painting the cores; a total of 54 tons of 
core-sand was required to make the 59 cores. Silica 
sand was used according to the following mixture: 

112 Ib. Silica sand. 
22 Ib. Mansfield red sand. 
3 Ib. Cereal (containing oil). 


Cast aluminium-alloy grids were used, with cast 
prongs to support the cores. These were rescued 
at the knock-out and used for all four castings. 


Moulding Procedure 


The mould was made in a casting pit excavated 
in the foundry floor, a dead-level bed being struck 
up. The pattern was placed on this, and rammed 
up in black sand and strickled-off level. The pattern 
was then withdrawn, the mould painted with a core 
dressing, and then left to air-dry for about a week, 
whilst the moulder helped the coremaker to make 
the cores. Two days before the completion of the 
cores, and prior to coring up, gas heating grids were 
placed in the mould, which was then covered over 
with corrugated iron, and well skin-dried for two 


It will be seen from the illustration _ 







of these being positioned by a 
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Fic. 3.—Details of the Pattern Equipment and of 
Ancillary Production Measures, including Chills 
(cross-reference is made to Fig. 2). 
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string line placed across the mould. The centre-spoke 
cores came next, followed by the cores to form the 
boss. Very accurate alignment was necessary for the 
centre-spoke cores, otherwise the remaining cores 
forming the outer spokes could not be got into their 
correct places. When all the main cores were in posi- 
tion the metal thickness was checked by gauges, 
joints between cores were sealed and the core lifting 
holes filled in, then these places were skin dried 
by gas torch. The cover cores were next carefully 
fitted in, numbered, taken out and stacked nearby, 
this was to prevent condensation on the chills dur- 
ing the night supposing the mould had been left 
closed up. 
Preparing for Casting 

As the casting operation took the whole of the 
foundry’s melting capacity, the mould could only 
be poured on a Saturday without interfering with 
other work. An early start was made on Satur- 
day morning, the first operation being to dry out 
any condensation in the chills, this being done by 
a powerful gas torch, and taking 14 hours. The 
cover cores were then replaced in their respective 
positions, extra exothermic sleeves being placed on 
each exothermic riser already rammed up in the 
cover cores (see Fig. 2 and 3). The runner boxes 
—37 in all—were then placed in position, lined 
with sand and well dried. Cover cores were 
weighted down. There then only remained the 
lowering in of the four large aluminium chills 
which formed the outside of the boss, these were 
not put in until 30 min. before casting, and were 
well heated and put in hot, having first been well 
sprayed with a proprietary coating as used on 
gravity dies. 
It will be seen by the illustrations that the four 


Fic. 5.—Completion of Pouring a Half-wheel. The Large Runner Boxes employed and the Exothermic 
Reaction of the Feeder Heads can be appreciated. 
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Fic. 4.—Half-wheel Mould prepared in the Foundry 
Floor and all except Cover Cores and Risers in 
Position. Note (left-hand side and top) the Two 
Pairs of Ingates. 


aluminium chills used to chill the boss were divided 
both vertically and horizontally with oil-sand cores 
4 in. wide; these cores crumbled away by the heat 
of the metal after casting and therefore enabled 
the boss to contract, also permitting the chills to 
be removed easily when the casting had cooled 
down. 
Pouring Procedure 


Two ladles were used for pouring, 
24-tons capacity, and one of 14-tons. 


one of 
These were 
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Fic. 6.—Half-wheel Casting stripped from the Mould, but with Feeders still attached. Note the. Segmental 
Division of the Centre Boss by 4 in. Cores. 


dried and heated to a good red heat by the oil 
burners of two tilting furnaces, which were simply 
swivelled over and directed into the top of the 
ladles—a method which proved ideal for this pur- 
pose. The metal was weighed out for each furnace 
according to the capacity of the crucible and melt- 





Fic. 7.—An Impression of the Mammoth Size of the 
Wheel is conveyed by this Illustration, which shows 
the Underside; Chill Marks are clearly visible. 


ing, all 13 furnaces being regulated to bring their 
charge up to 800 deg. C., as far as possible all at 
the same time. Each crucible was then thoroughly 
degassed with a proprietary brand of tablets con- 
taining 50 per cent. grain refiner, and 50 per cent. 
hexachlorethane degasser. These were used to the 
extent of 4 per cent. for a 10-min. period. The dross 
was then skimmed off and the metal then trans- 
ported in carrying ladles and poured into the cast- 
ing ladles, which by this time were ready hanging 
in the two cranes used for casting the job. Just 
prior to pouring the metal into the casting ladles, 
3 per cent. by weight of modifying salts was put in 
the bottom of each, the metal being then poured on 
to these salts whilst one man stirred, keeping the 
salts under the metal for at least 10 min. By this 
time, the metal temperature had dropped to 750 
deg C. It was then necessary to wait a further 
10 to 15 min. for the temperature to drop to 700 
deg., at which the metal was poured; two stoppers 
were used in each runner box. Approximately 
half of the metal to be poured was run into the 
runner boxes, the stoppers were then opened, the 
mould taking 50 sec. to fill. Three overflows were 
provided at a slightly lower level than the risers 
to prevent these from overflowing. An extra fur- 
nace containing 250 lb. of metal was kept in re- 
serve for topping up the exothermic sleeves; this 
was necessary on the larger risers for 30 min. after 
casting. 


Knocking-Out 
Immediately after casting, preparation had to be 
made to break away parts of the cores to allow 


Taste I—Test Results (dia. of bars, 0.564 in.). 


Breaking load Ultimate stress Elongation 











(tons). (tons per sq. in.). (per cent.). 
2.92 11.68 9 
3.04 12.16 11 
3.12 12.48 7 
3.06 12,24 7 
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Fic. 8.—Additional View of a 
Finished Half Wheel, revealing 
the Design and Proportions of the 
Rim and Spokes. 


contraction to take place. This 
operation took eight men more 
than an hour in loosening the 
sand around the core grids to en- 
able contraction to take place 
evenly. The four castings after 
fettling showed no defects, and 
had a close-grained structure; 
standard DTD test-bars were 
taken from each ladle just prior 
to pouring and the mechanical 
properties shown in Table I were 
obtained. 

It will be seen from these 
figures that modification of the 
alloy was complete afd that in 
spite of the many furnaces used 
the final results were eminently 
satisfactory. It has already been 
stated that 3,310 lb. of metal was melted for each 
casting, this amount was accounted for as fol- 
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166; 


276; surplus metal 218; metal melting loss, etc., 
finished fettled casting, 2,250 and test-bars 8 Ib., 
thus giving an approximate yield of 68 per cent. 





lows:—Runners and risers 392; tie-bars and flash 
Increases of Capital 
INJECTION MOULDERS, LIMITED, London, 8.W.1, in- 


creased by £48, => in £1 ordinary shares, ‘beyond the registered 
capital of £52,0 

GEORGE KENT, LIMITED, meter manufacturers, of Luton, 
increased by £150, vy" oe | ordinary shares, beyond the 
registered capital of £ 

KEY EN iGINEERING “COMPANY, LIMITED, London, 
E.C.4, increased by £5 =. in £1 ordinary shares, beyond the 
registered capital of £20, 

COVENTRY GAUGE e TOOL COMPANY, LIMITED, in- 
creased by £600,000, in 10s. ordinary shares, beyond the 
registered capital of £400,000. 

ANDERSTON FOUNDRY COMPANY, LIMITED, Glasgow, 
increased by £45,000, in £1 ordimary shares, beyond the 
registered capital of £135,000. 

SHOTTON BROS., LIMITED, metal manufacturers, etc., of 
Oldbury (Worcs), increased by £30,000, in £1 shares, beyond 
the registered capital of £101.000. 

8. RUSSELL & SONS, LIMITED, brass and iron founders, 
etc., of Leicester, increased by £50,000, in 5s. ordinary shares, 
beyond the registered capital of £350.000. 

GEORGE GARDNER & SONS, LIMITED. ironfounders, etc., 
of Openshaw, Manchester, increased by £50.000 in £1 ordinary 
shares, beyond the registered capital of £50,000. 

DORWIN REPETITION, LIMITED. manufacturers of 
metal and moulded goods, etc., of Kings Norton, Birmingham, 
increased by £15,000, in £1 ordinary shares. beyond the 
registered capital of £10.000. 

PHOSPHOR BRONZE COMPANY, LIMITED, Birming- 
ham, increased by £50,000, in £1 ordinary shares, beyond the 
registered capital of £250,000. Birfield Industries, Limited, 
holds nearly all issued shares 

FISCHER BEARINGS COMPANY, LIMITED, Aston, 
Birmingham, increased by £125.000, in £1 ordinary shares, 
beyond the registered capital of £508,000. At June 11, 1952. 
British Timken, Limited, held 80,200 shares of £1 out of 


80.500 issued. 

REDLER INDUSTRIES, LIMITED. conveyor manufactu- 
rers, etc., of London. W.1, increased by £280,000, in 140.000 
5& per cent. cumulative redeemable preference shares of £1 
and 700,000 ordinary shares of 4s. each, beyond the registered 
capital of £220.000. 

ASEA ELECTRIC, LIMITED, Walthamstow, 
increased by £100,000, in £1 ordinary shares. beyond the 
registered capital of £650,000. At June 24, 1952, Allmanna 
Svenska Elektriska Aktiebolaget Vasteras, Sweden, held 599.991 
shares out of 600.000 shares issued. The company was allotted 
a further 50.000 shares on August 12, 1952, and a further 100,000 
shares on June 30, 1953. 


London, E.17, 


Export ten’ Control : ane 


Changes in export licensing control are made by the 
Export of Goods (Control) (Consolidation) Order, 1953 
(Amendment No. 5) Order 1953 (SI No. 1840), issued 
by the Board of Trade, and which comes into force 
tomorrow. The principal changes include the follow- 
ing :— 

Licences will not be required, except for exports to 
China, Hongkong, Macao, and Tibet, for certain forms 
of iron and steel, raw balata and gutta percha,. and 
vulcanized rubber, and many oils and greases. The ex- 
port licensing control on metal-working machines and 
machine tools, which has hitherto embraced all types, 
has been modified. Those types subject to control are 
now specified in Group 6(4) and Group 17 of the Export 
of Goods (Control) (Consolidation) Order, 1953. 

Lubricating compositions, mineral jelly, certain oils 
and greases, mineral waxes, magnesium alloys and 
certain forms of magnesium, specified small excavators, 
and unvulcanized rubber may be exported without 
licence to any of the destinations specified in Part Il 
of the Third Schedule, excluding Hongkong. Also from 
tomorrow, the Open General Licence of June 25, 1951, 
relating to machine tools, will be revoked. 





B.S. Monthly Information 

In the November issue of the British Standards Insti- 
tution monthly information sheet, under the heading 
Amendment Slips Issued, there appears B.S. No. 460: 
1948, Cast-iron rainwater goods, amendment No. 2, 
ref. No. PD 1727, and B.S. No. 497: 1952, Cast man- 
hole covers and road gully gratings ar frames for 
drainage purposes, amendment No. 1, ref. No. PD 
1731. Draft Standards circulated for Comment include 
CR 7356, Glossary for valves and valve parts for 
fluids (section 2, check valves); and CR 7357 (sec- 
tion 3, gate valves)}—both the latter are price 2s. post 
free to non-members. 
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U.S. Order for English Electric 


The contract for the manufacture and installation 
of two water-wheel generators has been awarded 
to the English Electric Export & Trading Company, 
Limited, by the United States Army Corps of Engi- 
neers at a cost of $3,651,476 (approx. £1,300,000), the 
lowest bid received. The generators, each with a maxi- 
mum output of 84,740 kva at 13.8 kv, 60 cycles, 85.7 
r.p.m., will complete the hydro-electric station at the 
foot of McNary Dam, built across the Columbia River, 
which is designed to accommodate 14 generating sets, 
having a total maximum output of 1,186,400 kva. 

The equipment is due for commissioning before 
December, 1956, and will be built at English Electric's 
Stafford works. The company is already building three 
310,000 kva banks of transformers for the Chief Joseph 
Dam to step up the generator voltage to 230 kv for 
transmission purposes. 

Well over 1,000 tons of material, mainly special 
steels and copper, are required for the construction of 
each unit, which will have an overall size of nearly 
52 ft. Each complete stator will weight about 180 tons 
and will have an outside diameter of approximately 
42 ft. The assembled rotor will be nearly 35 ft. dia. 
and over 5 ft. deep. With the shaft, which will be 
nearly 35 ft. long and will weigh some 80 tons, and 
other fitted parts, the rotor weight will approach 500 
tons. 





Parliamentary | 


Engineering Workers’ Pay 


The Minister of Labour was asked by Mr. ELLis SMITH 
if he would recommend a short-term settlement of 
the dispute in the engineering and shipbuilding industry 
based upon a substantial increase in wages to be made 
retrospective, the restoration of the pre-1931 basis for 
piecework calculation of earnings, and a special advance 
for the highly-skilled craftsmen, pending the appointment 
of a court of inquiry which should issue a report which 
should form the basis for negotiating a long-term settle- 
ment. 

Mr. WATKINSON, Parliamentary Secretary to the 
Ministry of Labour, who replied, said: “ No, sir. The 
basis of payment of workers in the engineering industry 
is a matter for the employers’ organizations and trade 
unions concerned.” 





Limestone Deposits in Madras 


Madras State has good raw material resources for the 
ceramics, glass, refractories, and paint industries, accord- 
ing to the Geological Survey of India. None of these 
industries is as yet well established in Madras. Also, 
there are large deposits of limestone, which could supply 
cement and chemical plants. Although there is no large 
building-stone industry, there is stone of excellent 
quality, which, it is suggested, would provide material for 
a prosperous new industry. 





THE NOTE on apprentices’ tax allowance published on 
page 340 of September 10, 1953, issue of the JouRNAL 
was not quite correct. The correct position is that an 


apprentice may earn, as a result of the Government’s 
concession, up to and including £52 per year without 
affecting the parents’ right to claim the normal tax allow- 
ance for a child, of £85. The £52 limit on apprentices’ 
income must include the value of any board or lodging 
provided by the employment. 
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House Organs 


Aluminium News, September. Issued by Aluminium 
Union, Limited, Adelphi, London, W.C.2. 
This issue carries a very interesting illustrated de- 
scription of the cooking and other equipment used on 
air liners. 


One and All. Issued by Tangyes, Limited, Cornwall 
Works, Birmingham. 

This issue tells an interesting story of Merediths, who 
for four generations have served this very old-estab- 
lished concern. To-day Mr. Cyril Meredith is the 
foundry manager, and has two sons in the concern. 
The issue also records the 90th birthday celebrations of 
Mr. J. H. Tangye. 


Staveley News, October, 1953. Issued by the Staveley 
Iron & Chemical Company, Limited, Hollingwood, 
near Chesterfield. 

It is pleasing to note from this issue the great stress 
the company places upon education. The list of 
successes among the staff is indeed imposing. The 
reviewer much appreciated the article on Hutton as the 
second of a series of “ great cricketers.” 


Royal Doulton Magazine, No. 5 (New Series), Decem- 
ber, 1953. Issued . by Doulton & Company, 
Limited, London, S.E.1. 

The ordinary reaction to the name “ Doulton” is 
beautifully designed china, but the firm is equally well 
known for its industrial ceramics, amongst which is to 
be found a 440-gallon acid-proof stoneware jug. The 
reviewer, however, found the coloured illustrations of 
the pottery and china productions most interesting. The 
colour printing of this magazine is indeed of a high 
order. 





Japanese Trade Marks 


The Board of Trade have under consideration a num- 
ber of questions relating to trade marks which were on 
the Register on December 8, 1941, in the names of 
Japanese persons or concerns, living or carrying on busi- 
ness in Japan. Persons or concerns in the United King- 
dom claiming to have a continuing interest in such trade 
marks arising out of their use since December 8, 1941, 
in connection with goods manufactured in the United 
Kingdom, are invited to communicate with the Registrar 
of Trade Marks stating: — (a) The numbers (with short 
descriptions) of the Japanese registered trade marks that 
they are using; (b) the extent of their interests in those 
marks and the source of those interests; (c) whether at 
December 8, 1941, there existed any contract or agree- 
ment between them and the Japanese registered pro- 
prietors relating to them; (d) whether after December 8, 
1941, they exercised registered-user rights in those marks, 
and, if so, for what period, and (e) what goods have been 
or are being manufactured under those marks, and the 
periods during which the goods were produced. All 
communications arising out of this notice should be 
addressed to:—The Registrar of Trade Marks (Japanese 
Marks), Patent Office, 25, Southampton Buildings, 
London, W.C.2. 





Reduction in Tungsten Ore Prices 


The Ministry of Materials has reduced its selling price 
for tungsten ores of standard 65 per cent. grade and 
ordinary quality by 10s. per ton. 

The revised prices, which came into effect on Decem- 
ber 18, are: —Wolframite, 185s.; scheelite, 170s., per ton, 
delivered consumers’ works. 
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Monopolies and Restrictive Practices 


By F. J. 


The Monopolies & Restrictive Practices Com- 
mission Act 1953, amplifies and amends the Monopo- 
lies & Restrictive Practices (Inquiry & Control) Act 
1948 (the principal Act), which measure introduced 
an organization called the Monopolies & Restrictive 
Practices Commission, the chief duties of which are 
to inquire into and if considered necessary to remedy 
the position as regard monopolies and restrictive 
practices in trade generally. 


Basic Scheme 


Under these Acts, the Board of Trade, if it believes 
that certain conditions exist as to the supply of goods, 
the application of any process to any goods, or in 
connection with the export of goods, can send a case 
to the Commission for investigation and report. 
These conditions are that at least one-third of all 
the goods (applies with the necessary qualifications 
to processed goods and exports likewise) concerned 
are supplied by or to any one person or by or to 
any two or*more persons. Furthermore, action can 
be taken if there are agreements or arrangements 
whereby particular goods are not supplied at all. 
Inquiry can also be instituted where, although there 
may be no arrangement or agreement, competition 
may be restricted or prevented, this really being 
directed to what is colloquially known as “ price 
leadership,” where a firm may be in a position to 
influence price and other conditions of supply, so 
that their price becomes the price generally. 


Investigations 

The Commission may be asked to investigate the 
facts, meaning to see whether the conditions neces- 
sary for an inquiry do prevail, or they may be not 
only asked to inquire into these facts, but also to 
see whether the matters under review operate against 
public interest or are likely to do so. In “ public 
interest * investigations, the Committee must lay its 
report before Parliament; in other cases they are not 
obliged to do so, although they can if they so choose. 
As regards their reports, the Board of Trade can leave 
out any matters where it considers that publication 
would be against “ public interest,” and can omit 
anything which may relate to a secret process or as 
to the presence, absence or situation of any mineral 
or other deposits, and generally can omit anything 
likely to damage the legitimate business interests of 
any person. Mostly, the Commission consider 
specific matters referred to them for investigation, 
but the Board of Trade has power to ask the Com- 
mission to give the Board any information arising 
out of the investigation as regards the supply, pro- 
cessing, or export of goods. 


Sanctions 


If on investigation the Commission considers that 
the conditions 


prevailing are against “ public 





Tebbutt 


interest,” and come within the matters which the 
Act is designed to remedy or end, the Board of Trade 
(or other Government Department) is given power 
by the making of an Order to declare the matters 
following to be illegal, and all or any of these can 
be adopted according to the case. Thus it can be 
declared unlawful to carry out any agreement men- 
tioned in the Order, and to require that such an 
agreement be ended. The withholding of supplies 
can be made illegal (i.e. boycotts, “ stop ” lists, and 
discrimination); as can the giving of preferences as 
regards the provision of or the giving of orders for 
supplies or services (i.e., rebates given for confining 
trade to a particular seller, special discounts given 
and the like); and also it can be declared illegal to 
require as a condition for the supply of certain goods, 
the buying of other goods (i.e. conditional sales and 
conditional supplies). These Orders, however, must 
be approved by both Houses of Parliament, before 
actually becoming law. It should be noted that no 
criminal proceedings can be taken for the breach of 
such an Order, but civil proceedings can be in- 
stituted either by the Government or any person 
affected, for an injunction or other relief. 


New Act (1953) 


The new Act, the Monopolies & Restrictive Prac- 
tices Commission Act 1953, relates significantly to 
the composition of the Commission and alters the 
machinery of operation of the 1948 Act, which 
should result in more reports being produced in the 
same amount of time. The maximum number of 
members of the Commission is now to be 25 (instead 
of formerly 10), but the new Act allows groups of 
not less than five persons to officiate and the report 
of a group can apply as if made by the Commission. 
Two-thirds of a group (four members when only 
five in a group) must agree to the report before action 
under section 10 of the 1948 Act can be taken (sec- 
tion 10 relates to matters explained under headings 
“* Sanctions ”’). 


An important alteration is that there is to be a 
chairman and three deputy chairmen, the positions 
being paid ones. These positions can be held up to 
the age of 70 ordinarily, with possible extensions 
beyond 70 of two years or less at a time. From to- 
morrow Mr. David Arnold Scott Cairns, a.c., 
becomes the Chairman of the Commission, the salary 
being £5,000 a year; these positions are full-time ones 
and pensionable. Members of the Commission 
(including the chairman and deputy-chairmen) are 
appointed by the Board of Trade. 


Sundry Matters 


Ordinarily, the Monopolies Commission have in- 
vestigated and reported on matters concerned with 
particular industries, but there is a section of the 


? 
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Monopolies and Restrictive Practices 


1948 Act (section 15) which allows the Board of 
Trade to require a report to be made on the general 
effect on the public interest of a specified class, 
being practices which in the opinion of the Board 
of Trade are commonly adopted for the purpose of 
preserving conditions to which these Acts apply. 
The Commission has been asked to make a report 
under this section (15); this body has a certain 
amount of information about the operation of some 
of the practices to be reviewed, gained in the in- 
vestigations they have undertaken in regard to in- 
dividual trades, but the inquiry will cover a wide 
field, and is likely to take a long time to complete. 

Under the heading “ Sanctions,” reference is made 
to most of these practices, but the Board of Trade’s 
requirement is as follows :— 

Para 1.—Arrangements between a number of 
traders by virtue of which: — 

(a) suppliers of goods confine the offer of sup- 
plies, or of “ trade terms ” or “ wholesale terms ” or 
other favourable prices or rates of discount or re- 
bate, to particular classes of persons, whether such 
persons are described in general terms or listed by 
name; ‘ 

(b) suppliers of goods withhold supplies, or trade 
terms, or wholesale terms or other favourable prices 
or discounts or rebate, from particular classes of 
person, or from persons named in a “ black,” “ stop,” 
or other list; 

(c) purchasers discriminate in similar ways in 
favour of, or against, certain suppliers of classes of 
suppliers when placing their orders (including cases 
where suppliers and purchasers arrange to dis- 
criminate mutually in each other’s favour), and, 

(d) rebates are paid or received by reference to 
the aggregate of purchases from a number of 
suppliers. 

Para 2.—Arrangements similar to any of the fore- 
going matters but related to the processing of goods. 





Productivity Council Changes 


Mr. Tom Williamson, general secretary of the 
National Union of General and Municipal Workers, 
has been appointed chairman of the British Productivity 
Council. He succeeds Lord Bennett of Edgbaston, who 
has completed a year in that office. Lord Bennett, 
who will remain a member of the Council, is joint 
managing director of Joseph Lucas, Limited. 

Sir Ewart Smith, technical director of Imperial 
Chemical Industries, has been appointed deputy chair- 
man. He succeeds Sir Lincoln Evans, who was ap- 
pointed vice-chairman of the Iron and Steel Board 
earlier this year. He resigned from the Council on relin- 
quishing the appointment of general secretary of the 
Iron and Steel Trades Confederation. Sir Andrew 
Naesmith has also resigned. He was also appointed 
to the Iron and Steel Board and has retired recently 
as secretary of the Amalgamated Weavers’ Association. 

Mr. W. L. Heywood, general secretary of the 
National Union of Dyers, Bleachers and Textile 
Workers and Mr. L. T. Wright, general secretary of the 
Amalgamated Weavers’ Association have been nomi- 
nated by the T.U.C. to fill the consequent vacancies. 
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Directors Imprisoned 


After an 11-day hearing two company directors were 
sentenced to imprisonment at Birmingham Assizes on 
‘Monday for embezzling company funds. 

Mr. Commissioner Wrangham told Reginald Noakes 
(69), of Clungunford (Salop), that the sentence of three 
months’ imprisonment passed on him was “ the light- 
est that could possibly be imposed.” The other director, 
Percy Oakley (64), of Sutton Coldfield, who was 
“ guilty of a far more deliberate and systematic course 
of fraud,” he sent to prison for 15 months. The prose- 
cution had alleged that the two men embezzled funds 
from three firms—Cindal Aluminium, Limited, Brown- 
hills Smelters, Limited, and Oakley Rubber, Limited— 
at a time when Noakes was chairman of the companies 
and Oakley managing director. 

After a retirement of nearly three and a half hours, 
the jury found Noakes guilty of three of the individual 
charges of misapplication against him and not guilty 
on all other charges. The charges -on which he was 
found guilty referred to the drawing of two sums, each 
of £40, as dividends from Brownhills Smelters, Limited, 
and the misapplication of a tractor bought by Brown- 
hills Smelters and delivered to his farm. 

Oakley was found guilty on three of the charges on 
which he had been jointly charged with Noakes of 
fraudulently misapplying a total of £4,400, the funds 
of Cindal Aluminium, Limited, by making payments to 
Brownhills Smelters; on three individual charges of 
misapplication involving £100 dividends from Brown- 
hills Smelters, and a car and a tractor from Cindal 
Aluminium; and on three charges of publishing false 
balance-sheets. He was found not guilty on all other 
counts. Both men were found not guilty of conspiracy. 

For Noakes, Mr. E. G. H. Beresford said that his 
client had put £28,100 into the companies since 1948. 
He had made full restitution and had lost a substantial 
fortune. Mr. A. W. M. Davies, for Oakley, handed in 
a medical certificate and asked for leniency in view of 
the age and previous good character of Oakley. 
Passing sentence, the Commissioner said that com- 
mercial fraud was a thing that could not possibly be 
overlooked. 





Swedish Foundry Abstract 


In the November issue of Gjuteriet, Mr. Olaf Carls- 
son has summarized his Paper on the “Life of Bentonite- 
bonded Moulding Sands” in the following statement:— 
Casting experiments have been carried out with steel, grey 
iron and red brass in order to determine the life of 
moulding sands bonded with different types of bentonite. 
Sodium bentonite has shown greater durability than cal- 
cium bentonite. Natural American sodium bentonite is 
somewhat superior to so-called synthetic sodium ben- 
tonite. Calcium bentonite treated with soda has longer 
life than untreated calcium bentonite. The moulding 
sand had about the same durability for both grey iron 
and steel. This may be due to the fact that approxi- 
mately the same amount of heat was liberated in both 
cases in spite of the higher temperature used when cast- 
ing steel. The best surfaces on the castings were 
obtained when the moulding sand had been used a few 
times. 





IVE Spring Conference, 1954 

The 1954 Spring conference of the Institute of 
Vitreous Enamellers will be held at the Grand Hotel, 
Eastbourne, from May 20 to 22. The theme for the 
papers to be presented at this conference is “‘ Develop- 
ment and Future Trends of Enamels.” 











enilldimet at 2 














“zl 





sections. 





DECEMBER 31, 1953 


Structure of Graphite Spherulites’ 


By M. N. Parthasarathi and B. R. Nijhawan 


The structure of graphite spherulites in 
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nodular cast irons is a subject of much controversy. 
The controversial points, such as the central white s pot, 


“radial-ty pe’ nodule, etc., are discussed here in 


the light of experimental data, based on a study of a group of four nodules across its different parallel 


An attempt has been made to explain the structure of graphite and elucidate some of the out- 


standing debatable points. 


Introduction and Method 


The morphology of spherulitic graphite in nodular 
cast irons is a subject of considerable controversy. 
Various workers'~* have put forward different 
hypotheses based on indirect inferences and derived 
from a study of random sections. It was therefore 


felt that a systematic examination of one or more — 


specific spherulites in a number of parallel sections 
would be more valuable, since it would throw light 
not only on the actual structure of the spherulites 
themselves, but also on the tenability of the various 
hypotheses. 

A 10-lb melt of Swedish pig-iron was made in an 
indirect-arc furnace. Half a pound of copper /mag- 
nesium alloy containing 25 per cent. magnesium 
was added after the metal was received in a crucible. 
The contents were well stirred and then treated with 
t lb. ferro-silicon and cast into a keel-block mould. 
The percentage composition of the final material 
was C-3.3; Si-3.2; Mn-0.5; Cu-1.66; and S and P 
below 0.01. A suitable specimen was chosen from 
the iron so cast. The graphite in this specimen was 





i Reprinted | by courtesy of the Indian Institute of Metals. 
The Authors are on the staff of the National Metallurgical 
Laboratory, Jamshedpur, India. 





Fic. 1—The Circle shows the Location of the Three 
Original Nodules inside the Square. Unetched x 90. 





To the Editor of the FOUNDRY TRADE JOURNAL 

Sir,—This paper by M. N. Parthasarathi and 
and B. R. Nijhawan entitled “ Structure of Graphite 
Spherulites ” is commended for publication in your 
Journal. It is concerned with the nature of the 
central bright spot frequently seen in graphite 
spherulites in nodular cast irons. This subject has 
produced much speculation and elaborate theory, 
which must be very misleading to those who are 
interested and yet do not have the opportunity to 
make a detailed study. 

Morrogh and Williams in the Journal of the Iron 
and Steel Institute for March, 1947, pointed out 
that a graphite spherulite cut above or below its 
centre will have a small central portion having a 
basal plane parallel to the polished surface which 
cannot be polished in the same way as the rest of 
the nodule. It was pointed out that this unpolished 
zone must not be mistaken for a nucleus. This is a 
simple geometrical explanation, but subsequently 
the “ nucleus enthusiasts ” invaded the literature on 





Mr. H. Morrogh, Research Manager, British Cast Iron Research 


Association, writes :— 


nodular cast iron and their observations and theories 
have been given with abandon. In your JOURNAL 
(March 23, 1950) the present writer made a more 
careful attempt to explain the nature of this bright 
spot, but apparently this explanation was too simple 
to be adopted when more complicated possibilities 
were available. 

Parthasarathi and Nijhawan have, by completely 
ignoring the complicated explanations and by simple 
experiment, confirmed the simple geometrical ex- 
planation of the nature of the bright spot in graphite 
spherulites. | These investigators are to be con- 
gratulated for their practical approach and for the 
very significant contribution resulting. Their paper 
has already been presented and published in India, 
but I feel it has not received due recognition in 
Europe, in this country or in the United States. I 
therefore suggest that by reprinting it in your 
JOURNAL you may give other workers the oppor- 
tunity to study this very disciplined contribution, 
which may otherwise be overlooked. 
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Section Nodule I. Nodule II. Nodule III Nodule IV, 

No. 

1 | Radial structure with no central | Structureless pattern with a | Structureless pattern with a — 
white spot. (22 sq. cm.) central white spot. (12 sq. central white spot. (17.66 
cm.) sq. cm.) 
2 Radial structure with no central | White spot; radial structure | Structureless pattern with a —_— 
white spot. (22 sq. cm.) faintly visible. (12.40 sq. central white spot. (18.66 
em.) sq. cm.) 
3 Very small white spot appears, | White spot; radial structure | Structureless pattern with a | — 
but the radial structure per- faintly visible. (13.60 sq. central white spot. (19.06 
sists. (22 sq. cm.) em.) sq. cm.) 
4 White spot has increased in | Radial type tends to cover up | Structureless pattern with a ee 
dimensions. Radial structure the entire section. (13.86 central white spot. (20.82 
visible near the periphery. sq. cm.) sq. em.) 
Exhibits’ a duplex structure. 
(22.5 sq. cm.) 
5 White spot; radial structure | Radial structure becomes White spot has decreased in -_— 
becomes less prominent. clearer and white spot de- dimensions. Radial structure 
(21.32 sq. cm.) creases in area. (13.86 sq. | faintly visible at the peri- 
em.) pheral portion. (21.0sq. cm.) 
6 White spot and structureless | Radial structure becomes | White spot has increased ae 
pattern. (20.50 sq. cm.) clearer and white spot de- | slightly ; radial structure vis- 
creases in area. (13.80 sq. ible at the peripheral portion 
| cm.) 
7 Most of the graphite has been | White spot has shrunk to a | White spot decreased in size and — 
abraded out. This has been point. Radial structure has | radial structure at the peri- 
confirmed by crossing Nicols. become clearer. (14.06 sq. pheral area. (23.0 sq. cm.) 
(15.50 sq. cm.) em.) 
38 Most of the graphite has been | No white spot and typicalradial | White spot decreased in size and —_— 
abraded out. This has been structure. (15 sq. em.) | radial structure tending to 
confirmed by crossing Nicols. grow inwards from the peri- 
(15.50 sq. cm.) phery. (24.820 sq. cm.) 
9 Most of the graphite has been | No white spot and typical radial | White spot decreased in size and | ae 
abraded out. This has been structure. (15 sq. cm.) radial structure tending to 
confirmed by crossing Nicols. grow inwards from the peri- | 
(15.50 sq. cm.) phery. (25.660 sq. cm.) | 
10 No graphite ; only a pitisto be | White spot reappears. Radial | White spot decreased in size and | cares 
seen instea structure persists. (13.320 | radial structure tending to | 
sq. cm.) | grow inwards from the peri- 
} phery. (26.32 sq. cm.) | 
ll No graphite; only a pitis to be | White spot has increased in size. White spot has decreased in size Nodule just born. Shows a 
seen instead | Radial structure less promi- | and radial structure tending | central white spot and 
| nent. (12.52 sq. em.) | to grow inwards from the | structureless pattern. (0.332 
| periphery. (27.20 sq. cm.) sq. cm.) 
12 No graphite; only a pitisto be | White spot and the pattern has | White spot has decreased in size | Nodule just born. Shows a 
seen instead become structureless. (12.20 | and radial structure tending central white spot and 
. sq. cm.) to grow inwards from the | structureless pattern. (1.2 
| periphery. (27.00 sq. cm.) sq. cm.) 

13 No graphite; only a pitisto be | White spot and the pattern has | White spot hasshrunk toa point.| Nodule just born. Shows a 

seen instead become structureless. (11.66 (27 .00 sq. em.) | central white spot and 
sq. cm.) | structureless pattern. (1.86 
| | sq. em.) 

14 No graphite ; only a pitisto be | White spot and the pattern has | No white spot. Typically radial | White spot and structureless 

seen instead become structureless. (11.46 | structure. (27.16 sq. cm.) |} pattern. (2,00 sq. cm.) 
sq. cm.) | 

15 No graphite ; only a pit is to be Graphite totally removed. Only | Radial structure and no white | White spot and structureless 

seen instead the pit is seen confirmed by spot. (27.66 sq. em.) | pattern. (2,6 sq. cm.) 
crossed Nicols. (11.2sq. cm.) | 

16 No graphite ; only a pitisto be | Graphite totally removed. Only | Radial structure and no white | White spot and structureless 

seen instead the pit is seen confirmed by | spot. (27.32 sq. em.) pattern. (3.8 sq. cm.) 
crossed Nicols. (11.2sq. cm.) } | 

17 Even the pit has disappeared Graphite totally removed. Only | Radial structure and no white | White spot and structureless 
the pit is seen confirmed by | spot. (27.32 sq. em.) pattern. (3,66 sq. cm.) 
crossed Nicols. (11.28q. cm.) 

18 _ Graphite totally removed. Only | Radial structure and no white | White spot and structureless 
the pit is seen confirmed by spot. (27.32 sq. cm.) | pattern. (3.66 sq. cm.) 
crossed Nicols. (11.28q.cm.) | 

19 —— 


| Graphite totally removed. Only 


the pit is seen confirmed by 
crossed Nicols. (11.2sq. cm.) 


Radial structure and no white 
spot. (27.32 sq. cm.) 


Structureless pattern; white 
spot has decreased in dimen- 
sions. (4,04 sq. cm.) 





(Remarks duplicated in Sectilons 20 and 21.) 





i. qd) The figures in parentheses denote the area of the particular section at the original magnification mentioned (x 1,570 mags.). (2) The 
number of traverses made in the emery paper was in all cases 50 except in the first three wherein 10, 25 and 35 traverses were made, respectively 
(3) The photographs of the more important sections were taken and the areas of those sections which were not photographed are not quoted. 
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Nodule IT. 


Graphite totally removed. Only 
the pit is seen, confirmed by 
crosse a Nicols, (11.2 sq. cm, m.) 





Nodule III. 


Radial structure and no white 
spot. (27.00 sq. cm.) 


(Remarks duplicated in Sect!ions 23 to 25.) 


Graphite totally removed, “Only 
the pit is seen, confirmed by 
crossed Nicols, 





Graphite totally re moved. “Only” 
th pit is seen, confirmed by 
crossed Nicols, 


Graphite totally removed, Only 


the pit is seen, confirmed by 
crossed Nicols, 


Graphite totally removed. Only 
the pit is seen, confirmed by 
crossed Nicols, 


Graphite totally r re moved. Only 
the pit is seen, confirmed by 
crossed Micols. 

Graphite tot: ally 1 re moved. Only 
the pit is seen, confirmed by 
crossed Nicols, Even the pit 
has disappeared. 


Small white spot re eappe ars ; 
but radial structure persists. 
(26.0 sq. em.) 

Ww hite spot has increase sed in size. 
Radial structure persists. 


White spot has increased in size. 
Radial structure persists, 


Radial structure becomes less 
clear. 


White spot hasincreased, Radial 
structure becomes less clear, 
(25.32 sq. em.) 

White spot hasincrease d. . Radial 
structure becomes less clear, 
(25.32 sq. em.) 


"| White spot has slightly de- 


| 
| 


White spot has slightly de- 


Ww hite | spot. has increa: 


creased and the pattern has 
become structureless. (2é 
sq. cm.) 





creased and the pattern has 


become structureless. (25.32 | 


sq. cm.) 





the pattern continues to be 
structureless. G 23.66 sq. cm.) 
Ww hite spot hi as ine ncreased and 
the pattern continues to be 
structureless. : 66 sq. cm.) 


WwW hite spot has ine reased and 
the pattern continues to be 
structureless, (21. 80 sq. cm.) 


w hite spot has ine reased and 
the pattern continues to be 
structureless. (21.16 sq. cm.) 


| 


White spot has 


White spot has 


Ww hite spot has slightly de- 
creased, Pattern is structure- 
less. (20.8 } 04. em.) 


White spot has increased, 
Pattern is structureless, 





White spot has _ increased. 
Pattern is structureless, 


increased. 
Pattern is structureless, 
(17.66 sq. cm.) 





White spot has incre 

Pattern is structureless. 
(17.66 sq. cm.) 
increased. 
Pattern is structureless, 
(6.0 sq. em.) 


Remarks duplicated in Se|ctions 44 to 48. 


Graphite is on the point of being 


removed. Confirmed by 
examination under crossed 
Nicols. (13.0 sq. em.) 


Nodule IV. 


Structureless pattern; white 
spot has decreased in dimen- 
sions. (4. a0. cm.) 


Ww hite spot has decreased and 
radial structure faint, (4.60 
sq. cm.) 





White spot has decreased and 
radial structure faint. (4.60 
sq. cm.) 


White spot has decrease ed and 
radial structure faint, (4.60 
Sq. cm.) 

White spot has dec rease d “and 
radial structure faint. (4.60 
sq. em.) 


White spot has shrunk to a 
point. Radial structure be- 
coming clearer, (5.0 sq. cm.) 

White ‘spot has disappe eared, 
Radial structure clearer 
(5.26 sq. em.) 


White spot has disappeared. 
Radial structure clearer, 
(5.46 sq. em.) 


White spot has disappeared, 
Radial structure clearer, 
(5.46 sq. em.) 


Radial structure very clear 
| and no central white spot. 
| eae sq. cm.) 


} “Radial structure very clear 
and no central white spot. 
(6.06 sq. em.) 





Radial structure very clear 
and no central white spct. 
(9-0: sq. cm.) 





Radial structure very clear 
and no central white spot. 
(5.20 sq. em.) 

R: dial ty] pe has become faint. 
Very small white spot 
——— @. 2 sq. cm.) 

Ww hite spot has increased in 
size. Pattern tends to be- 
come structureless, 








White spot has increase 
size, Pattern tends to be- 
come st ructarciess. 

Ww hite spot has incre eased in 
size. Pattern tends to be- 
come structureless. (4.2 
sq. cm.) 

White spot and structureless. 
Graphite is on the point of 
being removed, (3.8 sq. cm.). 


White spot and structureless. 
Graphite is on the point of 
being removed. Confirmed 
by crossed Nicols. 


Graphite totally removed. Only 
the pit is seen instead, 
(2.40 sq. em.) 
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Fic. 2.—Section (1).* The Three Nodules selected; 
Nodule I has no Central White Spot and shows a 
Typical Radial Structure. Nodules II and Ill show 
Central White Spots and have Structureless Patterns. 





Fic. 3.—Section (3). Small White Spot appears at the 
Centre of Nodule 1. 


Fic. 4.—Section (4). 


White Spot has increased in Area 
in Nodule | and it tends to have a Structureless Pattern. 





wholly in the spherulitic form. One side of the 
specimen was polished and an outline of about 
0.5 by 0.5 mm. square was engraved on the polished 
surface. The sample was then repolished and 
examined under the microscope. About a dozen 
spherulites were found within the square. Three 
spherulites occurring more or less in a line were 
selected for detailed study as shown in Fig. 1. 

The following method was adopted to obtain a 











_* This and the subsequent photomicrographs were taken 
in plane polarized light. Nodules are numbered from left 
to right as-I, II and III. All the originals were at 1,570 
magnification but are reduced by about half this linearly in 
reproduction; all are unetched. 
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Fic. 5.—Section (7). Nodule I is being Totally removed. 
The White Spot in Nodule II has shrunk to a Point 
and Radial Pattern begins to appear. Nodule III 
shows Radial Structure near the Periphery. 


oe“ 





Fic. 6.—Section (8). No White Spot is seen in Nodule Il 


and Typical Radial Structure is exhibited. 





Fic. 7.—Section (11). A White Spot reappears in 
Nodule II but Radial Pattern persists. The White 
Spot in Nodule III has become smaller. Nodule 1V 
(Small One) makes its Appearance. It has a Struc- 
tureless Pattern and a Small Central White Spot. 


series of parallel sections of the three spherulites 
chosen for study. This specimen was initially 
polished and examined in the unetched condition 
under low and high magnifications. It was then 
abraded on an emery paper so as to remove a thin 
layer from the polished surface. The surface was 
re-polished on a buffing wheel and examined under 
the microscope. This process was repeated until 
all the spherulites were abraded out. To ensure 
the removai of approximately equal thickness of 
surface material in each operation the same number 





sik te aD a 


bi oa aaa 








) 








DECEMBER 31, 1953 


% 


Fic. 8.—Section (13). White Spot in Nodule II has 
become bigger and the Pattern has become Structure- 
less. White Spot in Nodule III has shrunk much. 





Fic. 9.—Section (14). No White Spot is observed in 
Nodule Ill and Typical Radial Structure is exhibited. 


2 
e. 


Fic. 10.—Section (30). The White Spot reappears in 
Nodule Ill and the Radial Structure has not alto- 
gether disappeared. The White Spot in Nodule IV 
has shrunk to a point, the Structure tending to become 
Radial. 





of identical traverses were made each time on an 
emery paper. The layer thus removed in each 
Operation was of the order of 0.5 microns. In this 
way, several parallel sections were obtained and 
these were micro-examined under identical condi- 
tions. During the course of the experiment, a small 
spherulite appeared adjacent to No. II spherulite 
(Fig. 7). This was abraded before the three spheru- 
lites initially chosen for study had been completely 
removed. To ascertain the position of a micro- 
section in relation to the centre of a spherulite, 
cross sectional areas of the spherulites across the 
various sections were measured by a planimeter. 
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Fic. 11.—Section (36). No White Spot is seen in Nodule 


IV. The Structure is completely Radial. The Spot 
observed in Nodule III has increased in Size. 


be 
2 


* © 
( 


Fic. 12.—Section (41). A White Spot reappears in 
Nodule IV and it exhibits a structureless pattern. 
Nodule III has a Bigger White Spot. 


. @, 


Fic. 13.—Section (49). Nodule IV is almost removed 
and Nodule Ill is on the Point of being removed. 


The section which possessed the maximum area 
was taken to be the section through the centre of 
the spherulite. 
Results 

In Table I are summarized the observations made 
in this study. Only important photomicrographs 
are presented (Figs. 2 to 13). These data clearly 
show that :— 

1. Spherulites exhibit typical “radial structure ” 
only in sections at or near their centre and not 
in other sections. 

2. The “white central spot” is observed only in 
sections away from the centre. Sections in 
the vicinity of the centre do not reveal this 
characteristic ‘spot. 
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POLISHING PLANE(C) 





Fic. 14.—Schematic Diagram of a Graphite Spherulite 
showing the arrangement of the Constituent Crystal- 
lites and the Manner in which they meet the Plane 
of Polish. 


Comments 


Two important aspects relating to the structure of 
graphite spherulites are discussed below on the basis 
of the results given earlier. 

Radial Structure: Graphite spherulites have been 
classified* into two groups, viz., the “ structureless ” 
and the “ radial” types. This opinion that there are 
two types of spherulites each possessing a typical 
structure is not substantiated by the results shown. 
The same spherulite has been shown to exhibit both 
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types of structures depending on the location of the 
polishing plane vis-d-vis the centre of the spheru- 
lite (see Table I). 

The changes in microstructure with respect to the 
position of the polishing plane may be followed with 
the aid of Fig. 14. If the spherulite is sectioned away 
from its centre (for instance at polishing plane A) the 
basal planes of the constituent crystallites lie more 
or less parallel to the polishing plane. The sections 
of spherulite in these positions reveal the so-called 
structureless pattern. In a section passing through 
the central region of the spherulite (polishing plane B), 
the basal planes of the various crystallites meet the 
polishing plane at an angle of about 90 deg. Sections 
of spherulite in this region exhibit the typical radial 
structure. When plane A moves towards plane B, 
the basal planes of the crystallites at the centre of 
the micro-section remain more or less parallel to 
the polishing plane, while the other crystallites meet 
the polishing plane at Yngles of increasing magnitude. 
When the plane A tends to merge with plane B. the 
basal planes of all the crystallites meet the polishing 
plane approximately at right angles. For the above 
reason, as plane A moves towards plane B, the radial 
structure should be observed first in the periphery 
of the spherulite section (Fig. 5) and it should become 
clearer and tend to cover the entire section when the 
plane A tends to merge with B. Similar gradual 
changes from the “ radial” to “ structureless ” pat- 
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Fic. 15.—Diagrammatic Sketeh depicting the Morphological Changes observed at Sections Near the Centre 
and away from it. 





The Photographs presented here are of Nodule III. 
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terns should be observed as plane of polish moves 
from BtoC. This is borne out by the data presented 
in Table I and Figs. 2 to 13, which clearly indicate 
that changes in the microstructure are governed by 
the position of polishing plane across the spherulite 
with respect to its centre. It therefore appears that 
in any microstructure of nodular cast-iron, both types 
of structures will be found, since the plane of polish 
passes through the spherulites at different positions. 

Central white spot: The appearance of central 
white spots in the micro-section of graphite spherul- 
ites in nodular cast irons has led some workers to 
believe that the spot occurs at the centre of the 
spherulite and represents its nucleus. The experi- 
mental evidence obtained in this investigation does 
not support this conclusion. 

The white spot is not found at the geometrical 
centre of the graphite spherulite. Table I shows that 
sections taken through the centre of the spherulite! 
or its vicinity do not exhibit the white spot, whilst 
sections away from the centre showed these spots. 
Since the white spot is not observed at the geo- 
metrical centre of the spherulite the view that it 
represents the latter’s nucleus is untenable. The 
appearance of the white spot due to the presence of 
a foreign nucleating agent does not appear to be 
justified. The explanation’ that the white spot is 
merely an optical phenomenon appears to be more 
appropriate. 

The diagrammatic representation in Fig. 15 may 
now be referred to in detail. Since the white spot 
is observed in sections located away from the centre, 
it is logical to associate it with the structureless pat- 
tern. This is confirmed by the results presented 
above. It is, however, also possible to see a spherul- 
ite micro-section showing both the central white spot 
and the radial structure. Such structures may be 
located on fortuitous sections where the structureless 
pattern tends to merge with the ,radial pattern 
(Fig. 15). 

The results recorded above may now be compared 
with the findings reported in a recent paper by Weld 
and others.’ It has been stated that ‘““ measurements 
of a large number of nodules having central white 
spots showed the average core diameter to be only 
about 10 per cent. of the diameter of the nodules.” 
The present study of various sections showed that no 
such relationship exists. The white spot appears 
enlarged in sections taken near the periphery and 
tends to diminish to a point as the sectioning plane 
moves towards the centre. This tendency of the 
white spot to shrink or enlarge depending upon the 
position of the plane of polish was found to hold 
good in general, although minor deviations were 
observed in a few sections. This may be attributed 
to the change in shape and size of the central crystal- 
lites, since these factors determine the form and area 
of the white spot. 

Referring to the overall relationship between the 
dianfeter of the white spot and that of the spherulite, 
it appears that sections of the same spherulite with 
smaller cross-sectional areas (lying close to the 
periphery) show bigger white spots. On the other 
hand, central sections with larger cross- een 
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areas exhibit either no white spot or a very small 
oint. 

: Furthermore, it has been stated’ that sections in 
which more than half the spherulite is embedded in 
the metal (plane A in Fig. 14) reveal structures some- 
what different from those in which less than half 
of the spherulite is embedded (plane C, Fig. 14). It 
is reported that the area adjoining the white spot in 
the latter cases is smoother in relation to the former. 
It is felt, on the basis of the present work, that there 
is no marked difference in the appearance of the two 
sections. 


Conclusions 


1.—The “ radial structure ” is confined to sections 
passing through the spherulite centre or its vicinity. 

2.—The “structureless pattern” is observed in 
sections taken away from the centre. 

3.—The “ white spot ” is not located at the centre 
of the spherulite. It cannot be attributed to the 
presence of a foreign nucleating agent. 

4.—The white central spot is observed in sections 
taken away from the centre and is generally asso- 
ciated with the “ structureless ” pattern. 

5.—The area of the central white spot is not 
directly proportional to the cross sectional area of 
the spherulite. 
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Mr. C. T. Cripps, chairman and managing director of 
Pianoforte Supplies, Limited, Northants, has made a 
gift of £100,000 to Nottingham University for the endow- 
ment of two professional Chairs—one of metallurgy and 
one of production engineering. 

A RETURN to normality rather than a state of depres- 
sion was indicated by the recession in the demand for 
ship repairs, ‘said Col. G. Creenwell, managing 
director of T. W. Greenwell & Company. Limited, 
Sunderland, speaking at the company’s staff dinner. In- 
roads were being made into the industry in this country 
by competition from the Continent, where through their 
ability to carry out continuous shift work dockyards were 
able to give speedy delivery of ships, he declared. 

VALUABLE ASSISTANCE is being rendered by ambas- 
sadors, consuls, trade commissioners and other officials 
of H.M. Missions abroad, to the Scottish Industries 
Exhibition, 1954, as a result of personal letters sent to 
them by Lord Bilsland before leaving on his American 
tour. Leading industrialists, manufacturers and stores 
in the areas served by British Embassies, Legations and 
Consulates overseas, have been supplied with details, 
and are being encouraged to visit Glasgow next year or 
send their buyers to the Exhibition. 





816 


Testing Castings Under Pressure 


The C.F.A. have extracted from the Industrial Acci- 
dent Prevention Bulletin of the Royal Society for the 
Prevention of Accidents as follows:—A number of 
castings were being tested under pressure in a foundry. 
They were 8 ft. in height and 3 ft. 4 in. dia., and were 
subjected to both water- and air-pressure tests. Order 
sheets stating the pressures.to be applied to various 
types of castings were kept near at hand for reference 
by the testing staff, but in this instance these were not 
consulted and water-pressure tests of 154 Ib. per sq. in. 
and air-pressure tests of 25 lb. per sq. in. were carried 
out. Fifteen castings had been successfully tested in 
this way when the sixteenth exploded under air pres- 
sure, killing one of the operators and seriously injuring 
another. 

The order sheets, to which reference should, of 
course, have been made, called for a water- pressure 
of 38.98 lb. per sq. in. and an air- pressure of 20 Ib. 
per sq. in. for castings of this type. It is, however, 
fundamentally unsafe practice to carry out air-pressure 
tests at pressures above those to which the vessels will 
be subjected in actual use. Tests above normal work- 
ing pressure should be carried out with liquids only, as 
the explosive force of compressed air constitutes a 
serious hazard in cases of failure. 





New Equipment 


Flowmeter 


George Kent, Limited, Luton, Bedfordshire, who 
have been making flowmeters for nearly 60 years, have 
just designed and placed on the market an entirely new 
model. This is to be known as the ‘ “Commander” class. 
To inaugurate the new class, type “KU” has been 
launched. This meter can be used for the recording, 
indication, integration and automatic control of the 
flow of oil, water, gas, air, steam and most industrial 
liquids. It works in conjunction with a venturi or 
orifice in the pipe-line. One feature—the float in the 
down stream chamber—is the subject of a Patent ap- 
plication. It is interesting to note that spare parts will 
be available for ten years for those instruments which 
the “KU” type will eventually replace. This policy 
regarding spares is the standard practice of the firm 
and one worth emulating by other instrument makers. 
Technical details of the equipment 
are available to readers on writing 
to Luton. 


Shotblasting of Rolls 


A new machine for producing a 
matt surface on rolls primarily for 
rolling sheet steel is shown in Fig. 1. 
It is of the shotblast type, and is 
produced by Ets. A. Sisson- 
Lehmann, of Charleville, France. 
During treatment, the roll is 
mounted on bearings in an enclo- 
sure, where it is revolved by con- 
nection to gearing, while shot is 
projected against it via a cast-iron 
nozzle which travels backwards and 
forwards along the length of the 
roll. After impact, the shot gravi- 
tates to a hopper from which it is 
raised by bucket elevator for treat- 
ment before being returned for 
further use. The five models con- 
structed by the company can take 
rolls weighing from 10 cwt. to 15 
tons. 
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Control of Steel Composition 
New Sampling Technique 


Although the single-slag basic melting practice 
adopted for steel castings by an American firm dis- 
played speed that indicated additional savings in heat 
time, one noticeable feature causing delay was the 20 to 
25 min, required for the preliminary carbon and man- 
ganese analysis. Consequently it became imperative 
not only to speed up sampling, but to provide the 
melter with immediate information on the condition 
of the melt. The steps taken are described by Mr. 
V. E. Beluski in an article published in Journal of 
Metals for November, 1953. The Brinell hardness 
test block method of rapid carbon determination is 
described, which consists of removing a sample of metal 
in a well-slagged spoon, and killing it with aluminium 
wire and approximately 0.5 per cent. manganese as 
low-carbon manganese, then pouring the metal into a 
metal chill mould. The resulting block is removed, 
quenched with vigorous agitation in water, then ground 
lightly on one side and Brinell impressions made under 
the standard 3,000 kg. load. 

Attention was also directed to the elimination of the 
preliminary manganese analysis. But as chemical data 
indicated that an average of 92 per cent. Mn which was 
oxidized into the slag during the oxygen blow was re- 
covered in the reduction phase of the process and as 
charges were standardized on 40 per cent. foundry re- 
turns of known composition, manganese determination 
was found to be unnecessary. Although higher carbon 
heats still required combustion carbon analysis, the 
delay was overcome by adopting the induction-furnace 
method and developing a suitable sampling method 
described by the author. For slag analysis, a viscosi- 
meter of the Herty design is stated to have proved most 
valuable. 

Through these improved methods, an average saving 
of some 20 min. per heat has been realized on the 
hardenable grades of steel produced. The daily produc- 
tion of the PT Lectromelt furnace in use averages 14 
heats per day, of which approximately eight heats are 
low-alloy heat-treatable steels. Hence, there is a daily 
saving of some 24 hrs. in furnace time, allowing 
approximately two additional heats per day. 


Fic. 1.—Sisson-Lehmann_ Shot- 
blasting Machine _ specially 
designed for the treatment of 
Roll Castings weighing up to 
15° tons. 
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Code of Good Practice for the Provision of Patterns* 


Abstract from Belgian Recommendations 


This specification has for its object the setting out 
of a “Code of Good Practice” for the provision of 
patterns and coreboxes. The first part describes and 
illustrates the types of patterns used by the foundry 
industry. Part Il, in dealing with underlying 
principles, enunciates the notion that it is for 
the patternmaker to choose the materials, the 
method of assembly, and the quality of the type of 
accessories to the pattern, taking into consideration 
the light or heavy nature of subsequent usage. 
Thus, the buyer must, without ambiguity, notify 
the master patternmaker of the conditions of ser- 
vice. 

Then the materials used are classified and a note 
is printed that the master patternmaker can always 
suggest alternative materials capable of giving 
improved service. 

The actual classification has been fully translated 
below, but following it there is the standardized 
colour-scheme for Belgian patterns, which is much 
the same as the new British specification with the 
exception that the body of the pattern is coloured 
to show the metal to be used for the casting. 
Finally, standard letters of inquiry and _ the 
corresponding quotation form are set out and it is 
noteworthy that the name of the foundryman with 
whom to make contact is both set out and 
acknowledged—a very sensible notion. 


Characteristic Types of Construction 


Grade A (patterns for light duty) 

Generally speaking no extensive method should 
be used to ensure long life for this type of pattern. 

Normal Timber—fir, lime: Application—massive 
wooden patterns or simplified assemblies; fitments 
glued, nailed or screwed; fragile parts not to be 
specially protected and leather fillets as marked on 
the pattern. 


Grade B (patterns of ordinary quality for short or 
average runs) 
The sizes and shapes of the pattern play an 
essential part in the choice of type to be supplied. 
Body of the pattern to be in red pine according 
to size; accessories in hard wood; panels to be 
tongued and carefully glued. According to local 
needs, and the size of the pattern, assemblies may be 
carried out in half-wood (mi-bois) by tenons and 
mortises or by multiple-slot mortises: Fillets to be 
loose; loose pieces to be dove-tailed; dowel pins in 
wood or metal. For large patterns, rapping plates 
and lifting plates should be incorporated. 
Grade C (high-quality patterns—mass production 
patterns) 
Here the type best suited for assuring the long 





* Extracted from S.B.M. 1801—a specification prepared by the 
Association Technique de Fonderie de Belgique, and the 
Société Belge des Mecanaciens—obtainable from either of the 
above at 21 rue des Drapiers, Brussels. Price 50 (Belgian) 
Trancs, 


life of the pattern must be provided, even though 
it increases the cost of the pattern. These types will 
vary according to the size and shape of the job. 
As far as possible, all large masses will be made 
quite rigid and will be joined together by struts of 
an equally rigid character. Facings are to be of 
hard wood, as far as possible with the grain run- 
ning in the same direction as the stripping. Fragile 
fitments, loose or not, should be protected either by 
the use of very hard wood or metal. All assem- 
blies should be of tenons and mortises or slot 
mortises and the loose parts must be grooved and 
fixed. Fillets will be permanently attached to the 
body of the pattern and to the fixed parts of it. 
Rapping and lifting plates should preferably be 
attached by means of bolts and placed in such a 
way as to take care of all strains which they impose 
on the structure of the pattern. 


Grade D (metal patterns, loose or plated, for un- 
limited production) 

(a) Master pattern. The master pattern for such 
jobs is made to carry double construction and can 
be light construction. In the case, however, where 
the metal pattern is not required to be machined all 
over, the surface of the master pattern must be 
extremely well finished (the wood well polished, 
and the fillets carefully inserted). 

In the alternative case of a fully-machined job, 
the allowance must be such as to suit the projected 
method of finishing and the metal chosen for the 
working pattern. 


(b) Metal pattern and stripping plate. Here, the 
working pattern will be cast from the master pattern 
according to the usual technique of the foundry. 
The pattern and also the stripping plate will be 
finished according to the requirements or drawings 

f the buyer. 
Coreboxes 


The construction of coreboxes should adhere to 
the same quality criteria and grades as the actual 
patterns. 

For Grade C, they will adhere to the following 
practice: For small coreboxes cut from solid 
timber, measuring about 70 mm. (23 in.) of wood 
on each side of the core along the parting line 
and 30 mm. (14 in.) in all other directions. 
For larger coreboxes the surround (encadrements) 
should be on a 6:4 ratio for boxes not exceeding 
one metre long and 8:4 for boxes longer than a 
metre. The splices should be 7 mm. for the 6:4 and 
10 mm. for the 8:4 ratio. 

The reinforcing struts should be screwed on the 
extension walls of the boxes at intervals not less 
than 460 mm. (18 in.) maximum. Each time, where 
possible the patternmaker should make the core- 
prints in such a way, that when coring up, the core 
cannot be set in any way other than the correct 
one. 





















Double Patterns 
By * Checker ” 


Double patterns are often used to give a more sub- 
stantial and satisfactory seating to the core. Possibly 
the most common examples of their use are those for 
pipe bends or similar patterns. Fig 1 illustrates this 
clearly, showing how the connecting print between both 
patterns gives a definite core seating, in addition to 
those at either end. Thus, when the core is positioned 
in the mould, it is both balanced and located correctly. 

It can be visualised easily that if patterns of this 
type were made separately, the core would not be 
balanced properly in the coreprints at the ends. There- 
fore the use of chaplets would have to be resorted to. 
Another advantage with these double or twin patterns 
is that castings are produced quicker and cheaper than 
when single patterns are used. 

Usually, double or twin patterns of this kind are 
made in halves and mounted on plates or wooden 
boards, while the corebox is also constructed to cater 
for the two patterns. A full corebox can be used, or 
in some instances when the core shape is symmetrical, 
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Fics. 1 To 3.—Use of Balanced Core-prints; Fig. 1 
to ensure Symmetry of Moulding of Two Cast- 


ings, Figs. 2 and 3—a “Blind” Core for One 
Casting is balanced about Two Castings. 
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a half corebox may only be made. 
half-cores are produced, dried, and 
together. 

In many instances, where a _ balancing print 
at one end has to be used for seating the core, a 
double pattern will give a more satisfactory job. Fig. 
2 shows a casting for which the only outlet for the 
internal shape is in the large flange. Therefore, with a 
single pattern of this type, a balancing print of con- 
siderable length would be necessary to give the required 
core seating. If, however, a double pattern is pro- 
duced. having one coreprint connecting the two 
patterns, any difficulty in setting the core is overcome. 
Fig. 3 gives an illustration of the double pattern 
required, including a local print extension between 
the patterns, which ensures the core position is always 
correct longitudinally. The coreprint length between 
the patterns should always be sufficient to guarantee 
that the core sits firmly when placed in the mould. 


From this the 
then gummed 




















SO MANY APPLICATIONS for space for the 1954 
Scottish Industries Exhibition have been received that 
many have had to be rejected. 
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Book Reviews 


Vocabulaire du Fonderie—Anglais/Francais, — Pyb- 
lished by Editions Techniques des Industries de 
la Fonderie, 12 Avenue Raphael, Paris 16. price 
400 French francs. 

This is an excellent English/French foundry dic. 
tionary, and thus very unfortunately not of too great 
a help when translating from French to English, cxcepi, 
perhaps, when one has a bright idea which can be con- 
firmed or ruled out. When struggling with such words 
as elaboration, reperage, this dictionary will not 
help. There are just a few printers’ errors which need 
amending in the next edition, such as “ blast piper,” 
which should, of course, be “ blast pipe,” and ‘* moulder 
bench” should be “ moulders’ bench.” One cannot 
criticize a poor choice of an English expression, as it 
can be presumed that they have been culled from the 
Press. The little book includes several pages of con- 
version tables. The French are indeed fortunate to 
possess such a useful specialized dictionary, and the 
compilers are to be congratulated. 


Industrial Inorganic Analysis, by Roland S. Young, 
Ph.D., F.R.I.C. Published by Chapman & Hall, 
Limited, 37, Essex Street, London, W.C.2. 
36s. 

The arrangement of this book is simple. It is divided 
into sections or chapters, each devoted to one element. 
For each element there is a short introductory note on 
its occurrence and significance in industry. This is 
followed by “ general procedure” for the separation 
and determination of the element, finishing up in most 
cases with “ special procedures.” In this manner some 
45 of the most important elements normally encountered 
in an inorganic laboratory are dealt with. This, the 
major part of the book, comprises 318 pages, and is 
arranged alphabetically. The remaining 35 pages are 
given over to six short sections on miscellaneous sub- 
jects, the principal being gas and water analyses and 
standard solutions. 

The analytical procedures in this book are essentially 
“wet”? methods. Techniques involving instrumenta- 
tion, i.¢., absorptiometric, spectrographic and _polaro- 
of the matter is of most direct interest to the metal- 
graphic, are not included. Almost inevitably, the bulk 
lurgical and allied industries. Other applications, how- 
ever, such as the fertilizer industry, have not been 
forgotten. As would be expected from the author's 
mining experience, ore analysis is well catered for. 

The book is very readable and, in the reviewer's 
opinion, the methods given are excellent in themselves 
and very well described. The author mentions many 
of the specific difficulties likely to be encountered, 
and the special precautions necessary. These are 
features which could only asise from wide experience. 
The newer advances in analyses have been woven into 
older techniques and, as a result, the methods presented 
are really up to date. The references at the end of 
each section have been sparingly but wisely selected 
and almost wholly from post-war publications. In some 
cases readers are directed to companies or organizations 
who will assist chemists having special problems. The 
book is well printed and, on a first read through. 
appears to be pleasantly free from typographical 
errors. 

3..A. 
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A BUILDING LICENCE for work involving £41,000 has 
been granted to Dorman, Long & Company, Limited, 
for proposed alterations to the Cleveland Works at South 
Bank-on-Tees. 
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Advisory Service for Copper-base 
Founders 


As has already been reported in these columns, under 
the Mutual Security Acts of 1951 and 1952, money has 
been placed at the disposal of the British Government 
for use in British Industry to improve productivity, in- 
cluding the implementation of the lessons learned by 
the productivity teams which recently went to the 
United States of America, under the auspices of the 
Anglo-American Council of Productivity. A limited 
sum of this money has been made available for the pro- 
vision of an advisory service in the bronze and brass 
foundry industry. The Association of Bronze & Brass 
Founders has been entrusted by the Board of Trade 


| with this money for the administration of the new ser- 


vice, which is to be available to all founders whether 
members or non-members of the Association. 

Under the scheme, an organization is being prepared 
whereby any founder wishing to receive advice on cost- 
ing, welfare regulations, materials handling, foundry 
lay-out or other technical matters, can apply for the 
services Of a specialist to assist him in his problems. 
The nature of the service and its cost are such that it 


» would not be provided free, but a nominal charge, 
» which would be agreed in advance with the applicant, 


would be made. 
It is felt that in one field or another most copper-base 


» foundrymen will wish to avail themselves of this oppor- 
» tunity to make progress. 


For their convenience and for 
efficiency of detail operations, advisory committees ate 
being formed in five areas of Great Britain. It is hoped 
that interested foundrymen will be able to attend 
inaugural meetings at their local centre, at which the 
scheme will be fully explained and the area committee 
elected. Other meetings will follow at suitable intervals, 
for the successful running of the scheme and for dis- 
cussion of subjects bearing on productivity. As 
so far announced, the first area meeting will be held 
on Thursday, January 14, 1954, at the Great Western 
Royal Hotel, Paddington Station, London, W.2, com- 
mencing at 2.15 p.m., and those intending to be present 
are asked to inform the A.B.B.F. secretaries as soon as 
possible. (Heathcote & Coleman, 69, Harborne Road, 
Edgbaston, Birmingham, 15.) The dates and times of 
subsequent area meetings will be given in the JOURNAL. 





Another Scrap Price Offence 


Samuel Thompson (Millfields), Limited, of Bilston, 
pleaded guilty recently to five summonses for buying 
at a price exceeding the permitted maximum a total of 
192 tons 44 cwt. of cast-iron scrap between November, 
1952, and April 30, 1953. They were fined £8 on each sum- 
mons, and ordered to pay 10 guineas costs. The amount 
paid for the metal was £1,478 Os. 10d. and the excess 
£65 18s. 9d. For the defence, Mr. D. F. Cave said the 


firm was founded in 1875 and manufactured cast-iron 
) sanitary fittings for the building and allied trades, 25 


per cent. of its products being exported. At the time 
of the purchases, there was a supply shortage and if the 
scrap had not been obtained, the foundry would have 
had to close down. It was the only occasion they had 
had metal from outside their normal source of supply. 


» They could get the scrap only by paying transport 


charges from Cheshire. The Stipendiary, Mr. Kenneth 
Wood said that the order had to be enforced, but 
having regard to the circumstances, the previous good 
reputation of the company and the difficult position in 


Which they were placed, he felt considerable sympathy 
with them. 
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U.K. Exports Highest for 20 
Months 


A_ letter signed by Mr. D. Heathcoat Amory, 
Minister of State, Board of Trade—the first step 
in a campaign started by the Board of Trade to make 
better known the services Government departments 
offer to exporters—has been sent to 50,000 British manu- 
facturers and trade associations. It coincides with the 
announcement that, according to the Board of Trade’s 
provisional estimates, United Kingdom exports in 
November were the highest for 20 months. 

Although November had only 25 working days, 
against 27 in October, exports rose by £12,300,000 to 
£239,900,000 (f.0.b.), which was the highest since 
March, 1952. Re-exports amounted to £8,900,000, 
compared with £9,300,000 in October. With imports 
(c.i.f.) £7,400,000 lower at £272,400,000, the oversea 
trade deficit—the excess of imports (c.i.f.) over exports 
plus re-exports (f.0.b.}—came out at £23,500,000, the 
lowest since November, 1950. In October the deficit 
was £42,900,000, and in the third quarter of this year it 
averaged £54,800,000. 

Exports in the five months July to November 
averaged £220,500,000 a month, against £202,600,000 
a month from July to November, 1952, but this increase 
does not fully offset the reduction in the first half year 
compared with the first half of 1952. United Kingdom 
exports in the first 11 months averaged £214,400,000 
a month, compared with £215,800,000 in January to 
November, 1952. 

United Kingdom exports in 


to North America 


November, at a _ provisional total of £25,100,000, 
brought the average for October/November to 
£26,000,000 a month. 

Exports to the United States in November, at 


£11,300,000, were 19 per cent. below the high average 
of the second and third quarters. Exports to Canada, 
at £13,800.000, were 8 per cent. up. 


Imports of Sulphur and Iron Pyrites 


Following the recent announcement by the Ministry 
of Materials that private trading in sulphur and 
iron pyrites is to be resumed on January 1, the Board 
of Trade is now prepared to consider applica- 
tions for licences to import sulphur from any source 
after that date. Applications for licences should be 
made on Form ILB/A (Revised) and should be 
addressed to the Import Licensing Branch, Board of 
Trade, 43, Marsham Street, London, S.W.1. The form 
should be fully completed, and, in particular, the 
country of origin, the price, the source, and, if possible, 
the firm or firms who are to use the imported sulphur, 
and whether it is to be used for making sulphuric acid 
or not, should be stated. 

Imports of iron pyrites from any source will be 
admissible under open general licence, and separate 
import licences will no longer be required. 


Institute of Metals Awards 


The Council of the Institute of Metals has made the 
following awards of medals for 1954, 

Institute of Metals (Platinum) Medal to Dr. Leslie 
Aitchison, M.SC., in recognition of his services to metal- 
lurgy in industry, in education and in public service. 

Rosenhain Medal to Professor Alan Howard Cot- 
trell, B.sC., PH.D. (professor of Physical Metallurgy, 
University of Birmingham), in recognition of his out- 
standing contributions to knowledge in the field of 
physical metallurgy, with special reference to the 
deformation of metals. 
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Pig-iron and Steel Production 


Statistical Summary of October Returns 


The following particulars of pig-iron and steel pro- 
duced in Great Britain are from statistics issued by the 
British Iron and Steel Federation. Table I sum- 
marizes activity during the previous six months. 
Table II gives production of steel ingots and castings 


in October and Table III, deliveries of finished steel in 
September, 1953. Table IV gives the production of Pig- 
iron and ferro-alloys in October, 1953, and furnaces in 
ne (All figures weekly averages in thousands of 
tons. 


TABLE I.—General Summary of Pig-iron and Steel Production. 
















































































| | | Steel (all qualities). 
Imported Coke Output of Scrap | -— —— ——— == 
Period, Iror-ore ore receipts by | _pig-iron used in Output of | Deliveries 
| output. | consumed. | blast-fur- | and ferro- steel- Imports.? | ingots and | of finished Stocks? 
| nace owners.| alloys. making. castings, steel. 
1951 | 170 | 206 186 175 8 301 244 585 
19525 F 190 228 202 171 29 310 252 739 
1953— May 198 243 215 190 19 351 263 902 
June* } 202 238 211 188 14 338 263 914 
July 197 229 202 153 19 277 223 958 
August : 203 226 204 159 19 291 211 1,046 
Septembe14 | 215 232 214 196 14 347 271 1,016 
October | 226 237 222 202 12 355 — 1 982 
TABLE II.— Weekly ‘he Production of Steel Ingots =e Castings in October, 1953° 
Open-hearth. Nl Total. ;, Total 
District. | - enenne. | Electric. | All other. | ingots and 
| Acid, Basic, Ingots. | Castings. | castings, 
Derby, Leics., Notts., Northants and Essex .| o 3.9 >.9 (basic), e? 9 0.2 10.9 1.0 11.9 
Lancs, (excl. N.W. Coast), Denbigh, Flints. and |} 7 
Cheshire 1.7 25.9 — 1.6 0.7 28.6 1.3 29.9 
Yorkshire (excl. N.E. Coast rand Sheffield) J f ; 
Lincolnshire .. =a oe — 38.8 oo _ 0.1 38.7 2 38.9 
North-East Coast .. & te Ae ne 2.4 66.9 — 1.3 0.6 69.2 2. 71.2 
Scotland» .. } 3.9, 39.9 _ 1.7 0.8 44.2 2.1 46.3 
Staffs., Shrops., W ores, and Warwick — 18.1 os 1.2 0.7 18.2 1.8 20.0 
South Wales and Monmouthshire 4.8 67.2 6 .0 (basic) 1.2 0.1 78.6 0.7 79.3 
Sheffield (inel, small ——- in Manchester) 9.6 29.1 — 9.6 0.6 46.7 2.2 48.9 
North-West Coast niet 0.1 2.4 5.5 (acid) 0.5 0.1 8.5 0.1 8.6 
Total he os ; as oS 22.5 292.2 17.4 19.0 3.9 343.6 11.4 | 355.0 
September, 1953¢ 22.9 283.0 17.8 18.9 3.9 | 335.2 11.3 | 346.5 
October, 1952 | 24.5 257.6 22.2 19.7 3.8 316.1 ro 327.8 














TABLE II1.— Weekly Average Deliveries of New Non-alloy and Alloy 
Finished Steel. 



































TABLE I.—Weekly Average Production of Pig-iron and Ferro-alloys 
during October, 1953. 




















| | 1952, | 1953. 
Product, iY 1951. | 1952.3 | oon, | | | | | | 
> ‘I 4 - | 
| } a | =~ naces |Hema-| Basic. | | Foun, Forge. | | Ferro- Total 
Non-alloy steel : | District. in tite. | alloys, ; 
Ingots, blooms, | } | | blast. | | | 
billetsandslabs® | 4.0 | 4.5 5.0 | 4.0 4.6 | ——_—_—_ |__| 
Heavy a. sleep- | Derby, Leics., | | | | | | 
ers, etc. i. 10.1 | 9.8 | 10.7 | 8.1 10.4 =" _ | | | 
Plates i in. thic | | | : a eet ie ‘ 
and over | 41.0 | 41.4 | 46.9 | 34.0 | 47.7 Essex é ‘| 27 | — |} 17.3 | 24.3] 0.8 —_— 42.4 
Other heavy prod. 39.9 | 39.0 | 44.3 | 87.8 | 47.3 Lancs. (excl. | | | 
Light rolled prod...) 46.7 46.0 53.4 42.6 | 48.9 N.W. Coast), | | | 
Wire rods .. 15.9 | 15.9 | 18.6 | 13.2 | 15.1 Denbigh,Flints, | a | YK 
Bright steel bars — 6.5 6.5 | 7.2 | 5.0 | 6.8 and Cheshire ..| [ 8 — | B27) = — | 16) 178 
Hot-rolled strip ..| 19.5 | 18.8 21.1 | 14.2 | 18.6 —_ (incl, | | | 
Cold-rolled strip ; 6.0 | 6.1 6.4 | 43 | 5.3 heffield, excl. | | 
Sheets, coated and | | N.E. Coast) | ‘ as | tas 
uncoated -| 30.4 | 81.6 | 33.8 | 27.1 | 35.9 Lincolnshire ..| 12 | — ae SS hi), ee ae 
Tin, terne and } North-East Coast | 24 | 4.5 47 8 ae — 1.2 2 
blackplate 13.8 | 16.0 16.6 11.3 16.9 Scotland . a | Cee ae | ae) 16.8 
Steel tubes and | Statts., Shrops., | | | 
pipes 20.3 | 20.1 23.0 16.5 21.2 Wores., and ron il l 
Tube and — pipe Warwick . 9 | — 8.4 1.6) — — | 10.0 
fittings .. | 0.5 | 0.4 0.4 0.3 0.3 8. Wales and er re | ee 
Mild wire .. ..| 11.6 | 12.2 14.5 8.5 | 11.0 Monmouthshire} 9 | 5.0 | 29.2) — | — — | 3 
Hard wire 3.5 | 3.6 4.4 3.2 315 North-West Coast 8 16.8); — 0.2 | 1.2 18.2 
| Booey Beas, =a Se RS RES BE, 
—e ae 3.7 | 3.5 4.1 3.5 5.0 Total --| 106 | 27.0 |161. re | 28.6] 0.8 4.0 221.5 
Fores (eXchuaing as | ae | 42 | 2.6 | 3.0 September, 1953* | 104 | 26.6 (155.4 | 26.2 | 1.1| 4.6 | 213.9 
Steel castings || -3:3 | 4/3 3.9 | 3.0 3.8 October, 1952¢ | 103 | 28.0 ! 42.8} 28.2) 1.5] 38.7 | 204.2 
Tool and wneaee | SE Ae 
steel. : | o8 | 04 | 02] 0.8 
Total .. --| 279.5 | 282.7 317.7 239.4 305.6 2 Weekly average of calendar month. 
Alloy steel .. r+] 11.4 13.7 14.9 11.3 13.5 ® Stocks at the end of the years and months. 
TUK prod. from 290.9 | 206.4 | s92.6 | 250.7 | 319.1 ® Average 53 weeks ended January 3, 1953, all tables. 
Add. Imported | | ee a oe : 4 Five weeks, all tables. 
finished steel ah ee 1 ae 13.6 5.0 7.4 5 Other than for conversion into any form of finished steel listed above 
| ee 
296.7 | 310.2 346.2 255.7 | 326.5 * Includes finished yrse produced in the U.K. from imported ingots 
Deduct : Intra-indus- ie and semi-finished steel. 
try conversion’ . -| 56.0 60.2 | _66.2 46.1 57.2 7 Material for paomaneol into other products also listed in this table. 
Total net deliveries ..| 241.7 250.0 | 280.0 209.6) 269.3 ® Included with alloy steel. 
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DECEMBER 31, 1953 


Personal 


Dr. ALWYN WILLIAMS, lecturer in geology at the 
University of Glasgow, has been appointed to the Chair 
of Geology at Belfast University. 


Mr. R. RANIE is retiring from the position of mana- 
ger of the London repair works of Harland & Wolff, 
Limited, with which he has been associated for 32 years, 
He is succeeded by the deputy manager, MR. C. A. M. 
GRAY. 


Cot. A. C. R. Waite is relinquishing the deputy 
chairmanship of the Austin Motor Export Corporation, 
and has reassumed the position of London director of 
the Austin Motor Company, Limited, 479, Oxford 
Street, London, W.1. 


Mr. ALEXANDER BLACK, who has_ been’ works 
engineer of William Jessop & Sons, Limited, the Shef- 
field steelmakers, for the past six years, has been ap- 
pointed works engineer of the Cleveland Steel & Iron 
Company, Middlesbrough. 


Mr. AMBROSE FIRTH, chairman of _ Brightside 
Foundry & Engineering Company, Limited, Sheffield, 
has been presented with a long-service certificate mark- 
ing his 40 years with the firm. He is believed to be 
the first chairman of the company to receive the 
certificate, which is the 70th to be presented. 


Mr. LEONARD YATES, secretary of Pickford, Holland 
& Company, Limited, brick and refractory manufac- 
turers, of Sheffield, has been appointed commercial 
manager of the company. Both he and Mr. J. 
MarcER, assistant general works manager, have been 
appointed local directors. Mr. C. JAMES succeeds Mr. 
Yates as secretary. 


Sik H. B. Rosin ROWELL, chairman of R. & W. 
Hawthorn, Leslie & Company, Limited, Hebburn, 
announced at the annual presentation of prizes and 
awards to apprentices recently, that Mr. J. BULMAN, 
a director of the firm and managing director of the 
engineering department, had been appointed managing 
director of the shipyard. ‘ 


Mr. C. E. Kina has tendered his resignation as a 
director of Vauxhall Motors, Limited, and as director 
of engineering, effective from to-day, because of 
his uncertain health, which necessitates rest and remedial 
treatment. At the request of the company, Mr. King 
has agreed to act as an engineering consultant and, in 
that capacity, will be available to the Vauxhall 
organization. 


Dr. P. DUNSHEATH and Mr. G. C. R. ELgEy have been 
reappointed as part-time members of the London Elec- 
tricity Board by the Minister of Fuel and Power. Mr. 
W. J. H. Wood is retiring on completion of his term of 
office. Mr. E. A. Mills who, as already announced, 
relinquishes the deputy chairmanship of the Board 
to-day, will remain on the Board as a part-time 
member. 


Mr. V. Deport, from to-morrow, will relin- 
quish his duties as managing director of the Penton 
Publishing Company, Limited, a post which he has 
occupied for 30 years. He will retain his connection 
with the company as director and treasurer, and will 
continue his activities as representative of Foundry and 
other Penton journals. Mr. Delport will be succeeded 
as managing director by Mr. J. C. G. Crump, previously 
a director. 
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Obituary 


Mr. R. H. Burrow, a director of Spencer Abbott 
& Company, Limited, fuel distributors, of Birmingham, 
died on December 17. 


Mr. SAMUEL Jones, for many years a director of the 
Midland Steel Company, Limited, died at his West 
Bromwich home on December 16 at the age of 82. 


Pror. Gustav Bauer, the well-known German 
marine-engine designer, has died at the age of 82. He 
gave his name to the Bauer-Wach exhaust steam turbine. 


Masor-GENERAL SiR NEILL MALCOLM, who died 
recently, was chairman of B.K.L. Alloys, Limited, 
Birmingham, and was also on the boards of several 
other companies. Sir Neill, who was born in 1869, 
had a distinguished military career. 


THE DEATH OCCURRED on December 16 of Mr. 
HARTLEY WATERHOUSE, of Keighley, at the age of 83. 
Up to three years ago Mr. Waterhouse was chairman 
of Waterhouse (Manchester), Limited, textile-machi- 
nery manufacturers, of Haworth and Cross Hills, near 
Keighley, and up to the time of his death was chairman 
of Frederick Greenwood & Sons, of Rochdale. 


Mr. WILLIAM AUBREY WILLIAMS, who died at his 
residence in Cardiff, on December 16, was a director of 
John Williams & Sons (Cardiff), Limited, and a member 
of the executive committee of the National Association 
of Iron and Steel Stockholders. He was a well-known 
personality in the Institute of British Foundrymen, and 
amongst shiprepairers, steelmakers, metal-window 
makers, architects and contractors. His spare time was 
devoted to masonic and public-health activities. 


THE DEATH is announced, at the age of 85, of Mr. 
S. H. HEywoop, chairman of S. H. Heywood & Com- 
pany, Limited. He was the founder of this company 
and for many years its chairman. It was largely as a 
result of his pioneering of electric hoist blocks that the 
organization grew from a small business to attain its 
present position as one of the leading manufacturers 
of electric cranes in the United Kingdom. He was also 
a director for many years of B. R. Rowland & Com- 
pany, Limited. 


Mr. J. HOGAN, who was export sales adviser of 
British Insulated Callender’s Cables, Limited, until his 
retirement a few months ago, died recently. He 
joined the former Callender’s Cable & Construction 
Company, Limited, in 1902, and, after serving his 
apprenticeship, entered the sales and estimating de- 
partment in London, where he later specialized in 
oversea contracts. In 1923 he took charge of the 
oversea power cables department, and, later, on its 
formation, of the oversea sales and _ estimating 
department. He served in this capacity until his 
appointment as export sales adviser a few years ago. 


THE DEATH has occurred of Mr. WILLIAM WHITTING- 
HAM, who for many years had been prominently asso- 
ciated with industry in the Midlands. Mr. Whitting- 
ham, who was 62, journeyed to London on December 
9 to attend a meeting of the Central Council of the 
British Iron and Steel Federation, and was taken ill 
soon after his arrival. He was admitted to hospital 
later in the day, but his condition gradually deteriorated, 
and he died the following day. He was secretary of 
the employers’ section of the Midland Iron and Steel 
Wages Board and the South Staffordshire Iron Masters’ 
Association, and was a director and secretary of John 
Bradley & Company (Stourbridge), Limited, iron- 
founders, and the Harts Hill Iron Company, Limited, 
having been with the former company since 1920. 









News in Brief 


Lorp Hives; chairman and joint managing director 
of Rolls-Royce, Limited, officially opened Littleover 
Village Hall, near Derby. 

IT IS ANNOUNCED that the Sheffield steel firm Darwins, 
Limited, has bought the denationalized Sheffield Forge 
and Rolling Mills Company, Limited, for £420,000. 


IT IS REPORTED from Venezuela that a new electric 
furnace of 45.000 tons annual capacity is to be in- 
stalled by Siderurgica Venezolana S.A., Caracas, for 
the reduction of scrap. 


CHARLES W. IRELAND & SON, scrap merchants, Chapel 
Street, Burnbank, have purchased the Greenfield Works 
of Campbell, Binnie, Reid & Company, engineers, for 
additional accommodation. 


Mr. A. D. GaTeNnBy and Mr. J. A. DANIELLI have 
been appointed directors of H. Kaufmann, Limited, as 
from to-morrow. Mr. H. Watson has retired from the 
Board after 25 years’ service. 


THE ANNUAL STAFF DINNER and social of Brown’s 
Foundry Company, Limited, Derby, was held in the 
Albert Rooms, Derby. Presentations were made by the 
directors and staff to four men whose service to the firm 
totalled 174 years. 


HINXTON HALL, a mansion near Cambridge, and the 
surrounding land, has been purchased by Tube Invest- 
ments, Limited. It is understood that a large outlay will 
be made in adapting and equipping the property for 
fundamental research. 

IMPORTS OF IRON ORE to the River Tyne this year 
are expected to be over 750,000 tons, which would 
exceed the highest total for 40 years—726,548 tons in 
1913. At the end of November the intake of ore had 
reached 708,642 tons. 


SHOTTS IRON ComPANy, LIMITED (in voluntary liqui- 
dation)—A third distribution of 9s. per 10s. share will 
be made on February 15. A circular giving instruc- 
tions will be issued in due course. The first was 24s.— 
and the second 6s.—per share. 


A PLAN proposed by Nottingham University to de- 
velop the engineering and scientific departments over 
the next 10 years will cost about £1,200,000. Under 
the scheme the number of students in the departments 
will be increased from 285 to 830. 


THE SECRETARIES of the Association of Bronze and 
Brass Founders report that Mr. Mundell represented the 
Association at an enquiry held to investigate the 
application of Hinckleys, Limited, to develop mould- 
ing-sand deposits at Congleton, Cheshire, which had 
been opposed by the Cheshire County Council. 


TWELVE THOUSAND oil heaters left Birmingham Air- 
port for Brussels on December 16, part of a large order 
secured by John Harper & Company, Limited, of 
Willenhall, against strong German and other competi- 
tion. Previous consignments have been sent here by 
sea, but air transport is no new thing for this company. 


STAVELEY CoAL & IRON COMPANY, LIMITED—At the 
annual meeting held recently, Mr. T. A. McKenna, 
the chairman, emphasized that the capital dividend of £1 
a share, free of tax, absorbed almost all the capital 
surpluses which at the end of the financial year were 
capable of distribution to stockholders without attracting 
tax in their hands. 


Mr. A. Dyson, chairman of the company, presided 
at the staff dinner and dance of W. G. Allen & Sons 
(Tipton),. Limited, colliery engineers, steelmakers, etc., 
held at Dudley Zoo recently. The toast of the com- 
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pany was proposed by Mr. R. A. McMullen, avent- 
general for the Government of Alberta, Canada. who 
was guest of honour. 


ENGLISH ELECTRIC COMPANY, LIMITED—The directors 
have announced that £130,300 (nominal) 44 per cent. 
debenture stock 1972-77 was drawn on December 8 for 
redemption. The redemption will be effected at par 
on February 1, 1954. Accordingly, after taking the 
above redemption into account, the outstanding 4+ per 
cent. debenture stock 1972-77 will, after February 1, 
amount to £5,302,382. 


THE ANNUAL MEETING of the Standard Motor Com- 
pany, Limited, on December 15, brought together the 
only two surviving members of the company’s first Board 
of directors, Mr. R. W. Dana, and Mr. C. J. Band. 
Standard Motors, which reached their 50th anniversary 
this year, became a public company in 1912 and since 
that year both Mr. Band and Mr. Dana have maintained 
their association with it. 


THE DUDLEY-AREA COMMITTEE of the National Union 
of Manufacturers is pressing for the withdrawal of the 
Notification of Vacancies Order and has resolved that 
it “ feels that now the claims of the rearmament pro- 
gramme on the labour force have been satisfied, the 
necessity for the Order no longer exists and it should be 
abolished with a consequent reduction of work on staffs 
of industry and employment exchanges.” 


FoR THE FIRST TIME an electro-magnet was used 
recently at Leith Docks to discharge a ship’s cargo of 
scrap metal into wagons. The magnet, which weighed 
24+ tons, was hired by Leith Dock Commission to assist 
in the discharge of 9,500 tons of scrap metal from the 
Italian shop Albaro at the Imperial Dock. Altogether 
370 tons were unloaded with the help of five cranes, 
one of which held the magnet. 


CHARLES W. IRELAND & SON, scrap merchants, of 
Hamilton (Lanark), have purchased the Greenfield 
Works of Campbell, Binnie, Reid & Company, colliery 
engineers. The new premises will be used principally 
for the firm’s scrap-metal business, but it is intended to 
carry on the engineering activities, which at present 
provide employment for about 20 men, who are engaged 
mainly in the production of washing plant. 


A LOCAL COMMITTEE of the British Productivity 
Council has been formed in Paisley. The Council are 
supported by the Government, nationalized industries, 
employers, and the trade unions. Chairman of the 
committee is Mr. R. H. Millar, director of J. & P. 
Coats Limited, and the vice-chairmen are Mr. D. S. M. 
Eadie, of Eadie Bros., Limited, and Mr. J. McCorkhill, 
of the National Union of Tailors & Garment Workers. 


THE FIRM OF CHARLES CLARK & Sons, LIMITED, which 
the Rubery Owen organization has just acquired, was 
founded in Wolverhampton in 1843 and taken over in 
1913 by Mr. J. H. Barnett, who extended it to include 
a similar business at Shrewsbury, in 1947. Mr. Barnett. 
who was the sole owner of the business until the present 
change, has a long association with the Austin Motor 
Company, having been a pupil of Lord (then Mr. 
Herbert) Austin at the Wolseley works at Adderley 
Park, Birmingham. 


Mr. WILLIAM G: Gis, director and general manager 
of Beckett & Anderson, Limited, engineers, Rutherglen, 
a subsidiary of the Coltness Iron Company, Limited, 
has been appointed managing director of the parent 
company. He succeeds Mr. John Williamson, who re- 
tires at the beginning of next year, but who will remain 
a member of the Board and act in a consultative capac- 
ity. Mr. Adam Bryson, secretary of the Coltness Com- 


(Continued on page 823) 
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News in Brief 
(Continued from page 822) 


pany, is retiring today and will be succeeded by Mr. 
George Wilson. 


INDIAN IRON & STEEL CORPORATION—The general 
meeting was held in Calcutta yesterday, at which 
it was proposed the meeting be adjourned sine 
die, as owing to conditions that have prevailed at 
works at Burnpur it has not yet been possible to com- 
plete the audit of the accounts for the year ended 
March 31, 1953. If this is approved, the directors’ 
report and accounts for the period, with remaining busi- 
ness on the agenda, will be considered at the adjourned 
meeting which will be held as early as possible. 


Sir EDMUND Hixvary, of Everest fame, with Lady 
Hillary, visited recently the works of Platers and 
Stampers Company, Limited, City Road, Derby, and 
were welcomed by the managing director, Mr. S. Field. 
Afterwards a tour of the various departments was made, 
and the operations of making pressure cookers inspected. 
Later, Sir Edmund told the workpeople that part of the 
equipment taken on their Everest expedition was a pres- 
sure cooker manufactured by the firm, and that in the 
Himalayas it had been used at a height of 21,000 ft. 


ALL PRODUCTIVE WORKERS at the Darlaston (Staffs) 
engineering works of Rubery, Owen & Company, 
Limited, who ignored the token strike call on Decem- 
ber 2—a total approaching 4,000—have received a 
special bonus. Excluding staff personnel, who were 
not due to take action in any case, they represented 
about 90 per cent. on the factory payroll. The bonus, 
about £1 for men and slightly less for women and boys, 
was additional to the traditional gift of £2 which the 
company is paying as Christmas presents to all workers, 
strikers or not. 


REFERENCE to the effect of the steel shortage on the 
shipbuilding industry was made by Sir Frederick 
Rebbeck, chairman and managing director of Harland 
& Wolff, Limited, Belfast, when he spoke at the launch 
of the British Corporal, a 14,000-ton dw. motor-driven 
oil tanker. Sir Frederick said that the building of 15 
ships had been visualized for the company’s Belfast 
and Govan shipyards this year, but because the appro- 
priate steel supply was not available at the proper 
moment the full programme could not be carried out, 
and only 13 ships would be launched. 


AT A LUNCHEON aboard the Israel ship Tamar in 
Glasgow on Friday, Mr. M. Keren, British agent for 
the Zim Navigation Company, Limited, announced that 
his company intended placing orders for new shipping 
at U.K. yards. He indicated that at least one of these 
ships would be built on the Clyde, and suggested that 
one Scottish order would be for a passenger ship. Mr. 
Keren also disclosed that the Israel Government had 
given approval to the company to place orders for four 
ships with German yards under the Israel-German 
“reparations agreement.” Three of the ships had been 
ordered last week and would be ready in 1955. 


CERTAIN METALS, metal alloys, raw materials, and 
chemicals are included in a list issued by the Board of 
Trade of additions to the goods that can now be im- 
ported without licence from (a) any country and (b) any 
country other than the dollar area. Import licences 
for most of these goods have already been granted 
fairly liberally and the control is being relaxed to give 
importers and users a freer choice of sources of supply 
and to avoid the need to obtain a separate import 
licence for each consignment. Details are given in 
Notice to Importers No. 608, which was issued by the 
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Import Licensing Branch of the Board of Trade on 
December 16. 


THE MINISTER OF Foop, Major the Rt. Hon. Gwilym 
Lloyd-George, M.P., announces that control over pro- 
cessing, sale and use of some of the less important oil- 
seeds and edible oils will end tomorrow, and private 
imports will again be permitted. The oilseeds and oils 
to be de-controlled are soya beans, shea nuts, kapokseed, 
soya-bean oil, shea butter or oil, kapokseed oil, maize 
oil, herring oil, pilchard oil, and seal oil. The Oils 
and Fats (No. 2) (Amendment No. 2) Order, 1953, has 
been made to give effect to this decision. The arrange- 
ments under which private imports will be allowed after 
January 1, 1954, are being announced in a notice to 
importers issued by the Board of Trade. 


AN ANNUAL PRIZE for the most distinguished student 
in the higher Natural Philosophy class for engineering 
students at Glasgow University is to be awarded as a 
result of a gift of £250 by Miss Jessie M. Younger, 
in memory of her brother, who had been associated 
with the Department of Natural Philosophy for 31 
years. Gifts received by the university include equip- 
ment from Bruce Peebles, Limited, to enable the 
magnetic properties of electrical sheet steel to be 
demonstrated. Two fellowships of £600 each for a 
period of one year have been granted by Imperial 
Chemical Industries, Limited, to enable research work 
to be carried out at the university on the subject of 
industrial relations. 


SHEEPBRIDGE ENGINEERING, LIMITED, Chesterfield, by 
agreement with the United States Pipe and Foundry 
Company, Special Products Division, Burlington, N.J., 
are to employ under licence the “ Burlington ” process in 
the spinning of cast piping in high-alloy steels and 
nickel-base alloys. Heat-resisting and corrosion- resist- 
ing steel alloys will also be spun in long castings by this 
process for ultimate use as rollers in heat-treatment 
furnaces, run-out rolls for steel mills, etc. A feature of 
the process is the use of a special refractory spray on the 
walls of the mould that helps the metal to flow evenly 
throughout its length, thereby eliminating a principal 
difficulty in normal British practice. Experimental, 
10-foot long cylinders 8-in. dia. have already been cast 
successfully. The method will be employed by Sheep- 
bridge Steel Castings, Limited, Sutton-in-Ashfield, and 
Sheepbridge Stokes, Limited, Chesterfield. 


MANUFACTURERS “who seemed to expect Government 
Departments to tell them how to run their own busi- 
nesses” were criticized by Mr. Barry Kay, Midland 
Regional Controller of the Board of Trade, in Bir- 
mingham on December 15. He pointed out that the 
manufacturer’s job is to go and get orders, while the 
Board’s job is to create the necessary “climate.” “ We 
have neither the staff nor the equipment, nor has it 
ever been the intention of Government Departments to 
tell industry how to get orders and carry out its export 
trade.” Mr. Kay was speaking at a Press conference 
following the Regional Board for Industry meeting. At 
the monthly meeting of the Board, it was stated that 
the number of unemployed in the Midlands in mid- 
November (14,352) was fewer than at any time since 
April, 1952. Unemployed in the Midland Region now 
represent 0.7 per cent. of the working population, com- 
pared with 1.5 per cent. for the country as a whole. 


Latest Foundry Statistics 

According to the British Bureau of Non-Ferrous 
Metal Statistics the output during October of copper- 
base castings was 4,923 tons, or 40,488 tons for the 
10 months of the year. In 1952 the corresponding 
figure was 56,086 tons. 
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Raw Material Markets 


Iron and Steel 


It is becoming manifest that the further expansion of 
pig-iron production is an urgent necessity. Foundrymen 
are getting reasonable supplies, but the maintenance of 
the current high rate of steel production calls for bigger 
tonnages of basic iron, and at best withdrawals from 
stock can only afford a temporary measure of relief. It 
is a clear indication of a shortage when Continental pig- 
iron is being shipped to the Tees, which is the centre of 
the biggest pig-iron producing area in the country. 
Larger tonnages of scrap are also being used in the fur- 
nace mixtures and pressure for additional supplies from 
both home and oversea sources is relentless. 

A much easier trend is developing in regard to supplies 
of steel semis. 
reduced scale and on the other hand much more abun- 
dant supplies of billets, blooms, sheet bars, and slabs are 
available from home sources. Naturally, the first re- 
action has been a sharp decline in the imports of this 
material from Western Europe, and as ample supplies of 
prime billets are available from home sources, makers 
are finding it less easy to dispose of defectives. It is 
hoped that the reduction of £2 per ton announced earlier 
in the month will attract buyers after the holidays. 

Most of the rolling mills were idle for three or four 
days at Christmas, affording opportunities for the repair 
gangs and also to accumulate a good supply of ingots. 
The mills have substantial programmes to keep them 
busy during January and February. Beyond that period 
the outlook is uncertain. Steel production in the 
Schuman countries this year is about 5 per cent. below 
that of 1952, and the export cartel has just announced 
a further cut in prices. Clearly, the steel market is 
softening, but with modernized plant and low produc- 
tion costs, British steelmakers are not unduly perturbed. 


Non-ferrous Metals 


Markets closed last week on the eve of Christmas 
after one session at midday and reopened on Monday 
to cover the four last days of 1953: trading will be sus- 
pended on New Year’s Day. Considering the approach 
of the holiday season, business was quite active up to 
Christmas and, generally speaking, the close was firm, 
especially in copper, in which the turnover amounted to 
some 500 tons. Zinc was steady, but closed 5s. lower 
for December and 15s. down for March, the backwarda- 
tion standing at £1, which reflects the continuing scarcity 
of early metal. In lead, however, the spread between 
December and March narrowed somewhat to 35s., while 
the two positions were down 7s. 6d. and 2s. 6d. respec- 
tively. Tin lost some ground, being £3 down for cash 
and £4 10s. lower for three months. In the United 
States, business in Chilean copper was reported down 
on the basis of 30 cents, but the Custom smelters cut 
their purchase prices for copper scrap by 4 cent per lIb., 
so that in due course we may suppose that some reduc- 
tion will take place in their selling price for refined 
copper. 

Details of copper consumption, etc., during November, 
published by the Copper Institute in New York, show 
that production of crude copper in the U.S.A. was 
87,000 short tons, against 92,300 tons in October, while 
in refined quality the corresponding figures were 119,230 
tons and 126,100 tons. Deliveries of refined copper to 
consumers in November amounted to 100,900 tons, 
against 110,500 tons in October. Stocks of refined copper 
in producers’ hands at November 30 were 93,274 tons, 
compared with 84,303 tons at October 31. Outside the 
United States stocks were 261,096 tons—practically un- 
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changed from a month earlier. Output of crude copper 
was 101,153 tons in November, against 116,488 tons in 
October and of refined 79, 009 tons, compared with 
92,632 tons. Deliveries to fabricators, at 80,009 tons, 
were nearly 10,000 tons higher than in October, a gain 
which offset the setback in the United States, where, 
however, it looks as though business in copper is hardly 
what it was and may be curtailed even further during 
the coming weeks. 


Official metal prices were as follow: — 


Copper, Standard—Cash: December 22, £230 to 
£230 10s.; December 23, £230 10s. to £231; December 
24, £231 to £232; December 28, £231 10s. to £232; 
December 29, £233 10s. to £234; December 30, £234 
to £235. 


Three Months: December 22, £218 10s. to £218 15s.; 
December 23, £218 5s. to £218 10s.; December 24, £218 
to £218 10s.; December 28, £218 5s. to £218 10s, 
December 29, £221 5s. to £221 15s.; December 30, 
£221 to £221 10s. 


Tin, Standard—Cash: December 22, £642 10s. to £645; 
December 23, £642 10s. to £645; December 24, £648 to 
£649; December 28, £645 to £647 10s.; December 29, 
£650 to £655; December 30, £660 to £662 10s. 


Three Months: December 22, £625 to £626; Decem- 
ber 23, £626 to £627 10s.; December 24, £627 10s. to 
£628; December 28, £626 to £627; December 29, 
£632 10s. to £634; December 30, £635 to £637 10s. 


Zinc—December: December 22, £74 15s. to 
£74 17s. 6d.; December 23, £74 7s. 6d. to £74 12s. 6d.; 
December 24, £74 10s. to £74 15s.; December 28, 
£74 10s. to £75; December 29, £74 12s. 6d. to £75; 
December 30, £74 15s. to £75. 


March: December 22, £73 15s. to £74 5s.; 
23, £73 7s. 6d.; 
to £73 15s.; December 28, £73 10s. to £73 15s.; Decem- 
ber 29, £73 10s. to £73 15s.; December 30, £73 15s. to £74. 


Leap—December: December 22, £89 5s. to £89 10s.; 
December 23, £89 10s. to £90; December 24, £87 17s. 6d. 
to £90; December 28, £89 12s. 6d. to £89 15s.; Decem- 
ber 29, £89 15s. to £89 17s. 6d.; December 30, £89 10s. 
to £89 12s. 6d. 


March: December 22, £87 10s. to £87 15s.; December 
23, £88 to £88 5s.; December 24, £88 to £88 5s.; Decem- 
ber 28, £88 to £88 5s.; December 29, £88 5s. to £88 10s.; 
December 30, £88 10s. to £88 15s. 


December 
to £73 12s. 6d.; December 24, £73 10s. 





India’s New Steel Plant 


It was reported from Delhi on December 21 that 
articles of association for a private Indo-German limited 


company to be known as Hindustan Steel, Limited, 
were signed on that day. Mr. A. K. Chanda, secretary 
of the Ministry of Production, signed on behalf of the 
Government, and Herr H. Seyboth and Dr. W. Thun 
for the German combine of Krupps and Demag. At 
the same time an agreement was signed providing for 
technical consultation for the planning, erection, and 
initial operation of the new steel plant, which will have 
an annual capacity of 500,000 tons, capable of expan- 
sion to 1,000,000 tons. It is expected that it will be 
ready four years after a site has been approved, and 
Krupps and Demag will continue as consultants for a 
further three years. 


The new company has an authorized capital of 
Rs.1,000 million. The capital cost of the plant will be 
about Rs.712,500,000, and it is to be incorporated with 
an initial capital issue of Rs.500,000, of which 
Rs.100,000 will be contributed by the German firms. 
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The Birlec gaseous process of 
annealing blackheart malleable cast- 
ings brings, to this branch of the 
iron-foundry industry, the same 
advantages that characterise the 
operation of Birlec whiteheart 





\” annealing equipment. 
Short (e.g. 48-hrs.) total annealing : 
cycles. 
zB Uniform, predetermined results giving } 
Bee specified mechanical properties. ', 
= Low operating costs. ae 
z Large annealing outputs from small 
ee floor space used. 
i Clean, attractive working conditions. 
as Further details of Birlec elevator 


heart and whiteheart (including detai 
of comprehensive operating experience?: 
will be readily given on application. 


annealing furnaces for both black- i 


3S 


The installation illus- 
trated consists of two 
elevator furnaces capable 
of annealing 50-75 tons 
per week. The annealing 
cycle consists of both 
high- and low-tempera- 
ture operations; one 
furnace is used for 
temperatures up to 950°C, 
and the other up to 
750°C. Bogie rails, enable 
the charges to be trans- 
ferred from one furnace 
to the other. 


Forty-four elevator furnaces 
have now beencommissioned 
S¢ole 


for Ia 2 h * 


malleable by the patented 
Birlec gaseous process. 
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HIGH SPEED 


\rMi DRIVE” 


FLOOR GRINDERS 
AT THE AUSTIN MOTOR CO. LTD. 


With completely independent drive to each wheel, at a constant 
surface speed of 9,500 feet per minute, irrespective of wheel 
diameter, PLUS all the latest improvements in dust control, the 
Rowland High Speed ‘ TWIN DRIVE’ machine is the fastest, most 
efficient and safest grinder of its type in the world. 

Many hundreds of these machines are in regular use and our ilbus- 
tration shows one of ten typical machines at the Austin Motor Co. 
Ltd., grinding the webs of crankshafts. 

Three sizes, with wheels of 30 in., 24 in. and 18 in. diameter 
respectively. Details on request. 


F. E. ROWLAND & CO. LTD., CLIMAX WORKS, 


TELEPHONE: HEATON MOOR 3201-2-3 (3 LINES) 
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Fordath Mixers 
Aid Shell Moulding 


| PERFECT HOMOGENEITY OF 
| THE SAND /RESIN MIX 


f EVERYONE in the foundry trade—and 
; many in other industries—knows of the 
high efficiency of the Fordath ‘New 
7 Type’ Mixing Machine in mixing sands 
| and powders of all kinds, with or with- 
i out liquid bonding material. 

Long proved in the core shop, the 
Fordath Mixer has now been adapted 
(and is rapidly being adopted) for work 
in the shell moulding process. Along- 
side technological advances in the 
foundry—and shell moulding is un-° 
doubtedly the most interesting tech- 
nical development since the war—come 
associated problems and hazards. 

Fine powders make fine dust—which 
is anything but fine for the operatives 
unless .. . unless by careful design the 
dust can be kept where it belongs: in 


the sand/resin mixture! 


FORDATH ‘New 
Type’ Mixer 
modified for shell 
moulding, with 
rubber sealed 
charging inlet, new 
design segmental 
discharge door 
and chute 


Modified by additional components 
providing perfect protection for operatives, the 
Fordath Mixer has all the advantages: 

I Swift preparation of the batch by intensive mixing action with vigorous 
turbulence inside the machine. 

2 The intensity of the mixing action ensures perfect distribution of any 
WETTING AGENTS which are to be embodied in the sand|/resin mix. 

3 Rubber sealed dust cover embodies butterfly valve charging inlet. 

4 Segmental door gives dust-free discharge without jamming. 

5 Enclosed motor drives through V-ropes to vertical worm reduction gear, 
totally enclosed and sealed from mixing chamber. 

6 Every batch of sand/resin mix is sealed and delivered quickly and 
dustlessly. 

7 Units complete, ted on bedplate, are available for 8o0lb, 15olb, 
300lb, 550lb, r000lb batch-sizes. 





Think of your shell moulding plant and get in touch with 
THE FORDATH ENGINEERING CO. LTD. 


HAMBLET WORKS, WEST BROMWICH, STAFFS. Telephone: West Br 





ich 0549, 0540, 1692. Telegrams: Metallical, West Bromwich 
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Staffordshire Ancestry 


Since 1700 almost every major improvement in the technique of iron founding has originated in Staffordshire. 
No. 7. THE LILLESHALL COMPANY’S LODGE FURNACES. 


Wren Lord Napier entered the fortress of Magdala during the Abyssinian campaign 
of 1868, he discovered pig iron made by these works in King Theodore’s foundry ....a 
tribute alike to his enemy’s resourcefulness and to the esteem in which the product of 
this old Shropshire firm was held. 

The Iron and Steel trade of the Midlands had its beginnings in Shropshire, and it is 
to Abraham Darby of Coalbrookdale that the fabulous ironmasters of Staffordshire in 
the nineteenth century owed their origin and traced their lineage. 


For the past 136 years Pig Iron has been manufactured at @ Pictorial reference is reproduced 

fi by courtesy of the publishers of 
Bradley & Foster’s Darlaston Iron Works. Samuel Griffiths’ “ Guide to the 
Today, Bradley & Foster’s spectrographic control of raw Iron Trade of Great Britain” 
material and finished product enables them to supply pig iron to whom grateful acknowledg- 


. is made. 
of consistent uniformity to the most exacting specification. salad aia 


Bradley & Foster FOR QUALITY CONTROLLED 
f LIMITED REFINED PIG IRON 








DARLASTON STAFFORDSHIRE 
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PNEULEC facing 
sand plant unit 


The illustration shows our facing sand plant unit which includes 
shovel fed rotary screen, collecting belt conveyor, magnetic 


pulley, loader and 6ft. Oin. diameter mill with disintegrator. The 





| recommended batch capacity of the plant for facing is 6 cwts. and 
the normal batch cycle 6 minutes. This is a standard layout and 


) there are many successful installations operating in all parts of the 






jworld. Further information will be gladly supplied on request. 






Built in England by 
PNEULEC LIMITED... SMETHWICK, Nr. BIBMINGHAS 
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200 
Million 
YEARS 


have seen the evolution and 
progress of the ant.... 
one of nature’s hardest 
workers capable of lifting 


many times its own weight. 


90 YEARS 


have seen the evolution and progress 
of the Brook electric motor... . 
rivalling the ant in its capacity for 
hard work. Made in 20,000 different 
horse powers and speed types for 
every purpose. 


ae D D Ee so F ERD EN GLAND 


1.MW.296 
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Cupola 
instrumentation 


Indicator 


A robust instrument housed in a 
cast aluminium casing specially 
treated to withstand foundry 
atmosphere. It has two indicator 
Pointers moving over a large dial; 
one pointer shows air flow in 
cubic feet per minute—the other 
pointer indicates pressure in the 
cupola windbelt. 


Recorder 


This instrument records the story 
on a chart, which can be kept for 
future reference and comparison- 
Two pens, using differently 
coloured inks, write on a com- 
mon chart graduated in flow and 
pressure units. 


Automatic 
Volume controls 


When automatic Biast regulation 
is desired, the Indicator or the 
Recorder can be fitted with 
reliable control attachments; the 
instrument then faithfully con- 
trols to preset instructions. 


*Phone: Bilston 4112! 


Instrument Co., Ltd., Ettingshall, Wolverhampton 


’Grams: “METRONIC, Wolverhampton” 


SM/MI 463 





IS YOUR 
NAME IN 
THIS LIST OF 
COLT | USERS 


Ericsson Telephones Limited 

Owen & Dyson Ltd. 

Arthur Balfour & Co. Ltd. 

English Steel Corporation Ltd. 

Tennant Bros. Ltd. 

P. Dixon & Son Ltd. 

Avery Hardoll Ltd. 

E. Brinkman Ltd. 

Expanded Rubber Co. Ltd. 

G. A. Day Ltd. 

Hely & Son 

Plantation Wood (Landing) Ltd. 

W. N. Froy & Sons Ltd. 

S. Smith & Son 

Clews Petersen Piston Ring & En- 
gineering Co. Ltd. 

Guest, Keen & Nettlefold 
(Cwmbran) Ltd. 

Godfrey Motors Co. (Cardiff) Ltd. 

Brocklehurst Yarns Ltd. 

E. Chalmers & Co. Ltd. 














SUAUMbALadtAatitNY 


| 


BU CE 


3. & E. Hall Ltd. 

Walter Macfarlane & Co. Ltd. 
John Wallace & Co. 

Pianoforte Supplies Ltd. 
Fillerys Toffees Ltd. 

Dorman Long & Co. Ltd. 
Henry Pease & Co. Ltd. 
Wolsingham Steel Co. Ltd. 
Robert Hudson Ltd. 

Parkgate Iron & Steel Co. Ltd. 
Wood Bros. Glass Co. Ltd. 
Lister & Co. Ltd. 

F. Blackburn & Co. Ltd. 
Liddell & Brierly Ltd. 
Wormalds & Walker Ltd. 
Austin Hopkinson & Co. Ltd. 
Carnegie Chemicals Ltd. 

Gloster Aircraft Co. Ltd. 

Ford Motor Co. Ltd. 

7 Micanite & Insulators Co. 


Morphy-Richards Ltd. 

Plyglass Ltd. 

Powers-Samas Accounting 
Machines Ltd. 

Hackbridge Cable Co. Ltd. 

Turners Asbestos Cement Co. Ltd. 

Pyrene Co. Ltd. 

Rego Clothiers Ltd. 

Union Cold Storage Co. Ltd. 

~~ tt & Gold & E.P.S. Co. 

td. 


A FRESH LIST 
APPEARS IN 
EACH ISSUE 





TLL 


_ SMITH- CLAYTON FORGE, LINCOLN» 
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-».one of over 5,000 


major industrial organisations 
with natural ventilation 


planned by COLT 


Having installed a most effective system of 
ventilation in their forging shop (see inset), 
COLTS were called in to ventilate the Light 
Stamp Shop and Smithy. Once more giant 
Clear Opening Ventilators were employed as 
these ventilators provide maximum possible 
extraction to remove the fumes and heat 
from process whilst increasing the natural 
lighting and having a marked psychological 
benefit upon the operatives. 


COLT 





The recommended equipment has proved a 
source of lasting satisfaction to all concerned 
and has resulted in the same type of ventila- 
tors being incosporated in a large new 
extension to the Heavy Stamp Shop. 
COLTS wide experience in the ventilation 
of all types of buildings is at your disposal. 
Why not take advantage of it? 


FREE MANUAL, with full specifications 
of the wide range of Colt Ventilators is 
available on request from Dept. G.23/306. 





THE SPECIALISTS IN PLANNED NATURAL 


VENTILATION 


COLT VENTILATION LTD - SURBITON - SURREY - TELEPHONE: ELMbridge 6511-5 


Alco at Birmingham, Bradford, ~—— (Glam.), 


Bristol, Dublin, 


7 Liverpool, London, Manchester, 


ewcastle-upon-Tyne, Sheffield and Warwick G.23 








MOULDING BOXES 
FOR ALL TYPES GF 
FOUNDRY WORK 








seasoned 
in fo und ry 


service 








HEAVY WORK 














FOUNDRY TRADE JOURNAL DECEMBER 31, 1953 


DE 








BETTER 
‘FINISH’ 


FULBOND 4a gives high Green Strength at the start and good 











collapsability at the end due to its moderate Dry Strength. 





The word FULBOND is a trade mark, the property of the Fullers’ Earth Union, Limited. 


For service and information, write to: 


THE FULLERS’ EARTH UNION LTD. 
Patteson Court, Redhill, Surrey Tel.;: REDHILL 3521 











MIEAVY WORK § = 


a ee F - igs Fe os ee 


sek 
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| 
with the better quality metal and negligible metal 





loss from Morgan CRUCIBLE furnaces. 


Church bells are but one of the multitudinots 
With. acknowledgements_ to 


ducts which last well because they.are made 
ee ee rs — Messrs. Gillett & Johnston Ltd. 
well—and made well because someone knew 


the value of “CRUCIBLE MELTING...the Morgan 


way’’. Please write for literature. 





Morgan way 


CRUCIBLE MELTING... the 


eran Po ee la ep OT eee a 


THE MORGAN CRUCIBLE COMPANY LTD., BATTERSEA CHURCH RD., LONDON, S.W.II| BAT 8822 





Flé 








—Hw it 


Ramming a 4 ft. 6 in. square by 2 ft. deep box in a Grey Iron Jobbing Foundry 
@ improved design for strength and efficiency 
@ High output—600 Ibs. of sand rammed 
per minute (maximum) 
@ Generous box coverage—see diagram 
@ Equally suitable for repetition or jobbing 
work 
@ Supplied with or without Integral Hopper 


a —_— s. and Feeder Belt 
: @ Skip Loader or Elevator available to form 


completely independent unit 


sahiilnses eo 


TRADE MARK 


Box coverage diagram. Each division represents one 
squarefoot. Shadedarearepresents box 8 ft. x 4ft. 


FOUNDRY EQUIPMENT LTD 


LEIGHTON BUZZARD, BEDFORDSHIRE, ENGLAND. 


PHONE: LEIGHTON BUZZARD 2206-7. GRAMS: 


erik Ata I Al hth D NBA Bie eee 


‘EQUIPMENT’ LEIGHTON BUZZARD 
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SHELL MOULDING for 
SHORT RUNS 





Foundry Efficiency 





TRACE M4RK 


We have pleasure in notifying the Foundry Trade that in the near 
future we shall be putting on the market a new Shell Moulding Machine. 
This new machine will take care of the short runs of castings. It will 
not compete with our famous SP. 1000 and SP.1100 machines now so 
well known and being widely used on the British and Overseas markets. 


We shall therefore have Shell Moulding Machines for short 
runs and Shell Moulding Machines for quantity production. 


With the short run machines we shall show our clients how to make 

their pattern plates cheaply and simply, and how to change these very 

quickly, thus with a low priced Shell Moulding Machine and low priced 
pattern plate we are opening up a new field for the Foundries. 


We are sure you will be interested in this latest F.E. development— 
send us your name and we will mail you full details very shortly. 


ASK FOR DETAILS OF OUR SP.I0 SHELL MOULDING MACHINE 


FOUNDRY EQUIPMENT LTD 


LEIGHTON BUZZARD BEDFORDSHIRE. 


PHONE: LEIGHTON BUZZARD 2206-7 GRAMS: EQUIPMENT’ LEIGHTON BUZZARD 
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Photograph by courtesy of Gillett & Johnston Ltd., Croyaon 


FOR THE SAND-SHELL MOULDING PROCESS— 
* ‘MOULDRITE’ PF422 RESIN BINDER 
* SILICONE-OIL MOULD LUBRICANT 


* RESIN-BASE WETTING AGENT 


Imperial Chemical Industries Ltd. are excep- The maintenance foundry of I.C.I. operates 
tionally well-equipped to provide service and this process, and has carried out extensive 
advice on the sand-shell moulding process—and research on shell moulding over a wide range 
all other applications of resins in the foundry. of metal casting. 


© Mouldrite’ is the registered trade mark of the thermosetting resins manufactured by I.C.I. 


IMPERIAL CHEMICAL INDUSTRIES LIMITED, LONDON, S.W.1 


P.542 
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BIRMINGHAM 6 ENGLAND 





SELF-EXCITED, SELF-REGULATING, 
SINGLE-PHASE A.C. GENERATORS 
OUTPUTS UP TO 7:0 KVA 
* ALL USUAL VOLTAGES 

50 & 60 CYCLES 


GUARANTEED FOR EVER 


Cardiff . Dundee Glasgow Hull Leeds Liverpool 
Newcastle Peterborough Sheffield Wolverhampton 
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GEARED CRANE LADLES 














PIG IRON BREAKING 
MACHINES 



























GEARED* 
LADLE 
HOISTS 


M. TYPE 
LADLES 


















CUPOLETTES 








SPARK 
ARRESTERS 
CUPOLAS 


CHARGING MACHINES 
INCLUDING 
DROP BOTTOM BUCKET 
SWIVEL CHARGER 











TUMBLING BARRELS 





HOT METAL RECEIVERS 








pa Ref.) a Tan ae Pall 2 Se 

















E.A.ROPER & CO.LTD., KEIGHLEY, YORKSHIRE. | 


TELEPHONE: KEIGHLEY 4215/6 TELEGRAMS: “CLIMAX” KEIGHLEY 
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A “GR’ SAND For EvERY INDUSTRIAL NEED 
MOULDING SANDS SILICA SANDS 


YORKSHIRE MANSFIELD CHELFORD SOMERFORD 
LEVENSEAT WARSOP KING’S LYNN BAWTRY 
BRAMCOTE YORK YELLOW MINIMUM SOUTHPORT 
HENSALL WEATHERHILL MAXIMUM LEVENSEAT 


: * Particulars of any of the above G.R. Refractory Sands sent on request. 


GENERAL REFRACTORIES LTD 


GENEFAX HOUSE, SHEFFIELD, 10 Telephone: SHEFFIELD 31113 





=z 4 
Brabte'+ 





ident 


255 











































i 


CONSIRUCIIONA 


ENGINEERING C2 L'™? 








MANUFACTURERS OF COMPLETE FOUNDRY PLANT 





L 





















Maximum _— efficiency With 
minimum manpower is exem- 
plified in this typical illustra. 
tion of a modern “ Titan” 
Melting Plant. 


The Automatic Inclined 
Charger illustrated is designed 
to serve either of the two 
‘* Titan ’’ Cupolas and is opera- 
ted entirely by push button 
control from ground level. 
Our Cupola range covers all 
capacities from } to 20 tons 
per hour and we have several 
other methods of mechanical 
charging to meet individual 
requirements. 

Illustration by courtesy of 

Messrs. M. & W. Grazebrook 

Ltd., Dudley. 








TITAN WORKS, BIRMINGHAM, 12. 
Tel. MID 4753/4. Telg. STRUCTURAL. 
LONDON OFFICE: 47 WHITEHALL, S.W.!. 
Tel. WHITEHALL 7740. Telg. CONENGCO, SOWEST. 


Other Products include :—-AIRLESS SHOT BLAST PLANT, 
CENTRIFUGAL CASTING MACHINES, CORE BLOWING 
MACHINES, SAND DRYERS AND MIXERS, DRYING OVENS, 


. MECHANICAL CHARGERS, SPARK ARARESTERS, LADLES. 


RUMBLERS. 











<i 
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LIFTING APPLIANCES. 





(PATENTED) 


TRIPLE GEAR CHAIN BLOCKS 


ALL LOAD CHAINS ARE TO B.S.S. 1663 


FELCO 
FEATURES 


e Short Headroom 
e High Efficiency 
e LightWeight 


e Quick Action 





e Reliable 











e Self Sustaining ( 





e Compact 


TYPE ‘“‘A’’ Single 
Purchase, 4, 4, I, It 
and 2 tons Capacity 


FELCO LIFTING APPLIANCES COMPRISE: 


Trre “Cc”, 
‘*E,’’ Multiple Purchase, 


5, 6, 8 
Capacity. 





8 


On-~--OF 
cd el ea eet eee 


23 -- ee 
ses — 


| 


<>< 
a 


~—-=- 
« « . 


Ie 





“D" and type “B” Double 


Purchase. 3 and 


and 10 toms 4 tons Capacity. 


TRIPLE GEAR CHAIN BLOCKS, TRAVELLING CHAIN BLOCKS, ELECTRIC CHAIN 
BLOCKS, ELECTRIC WIRE ROPE PULLEY BLOCKS, FRICTION HOISTS, RATCHET HOISTS, 
SLING CHAINS, EQUALISING AND ADJUSTER SLINGS, LORRY TAILBOARD LOADERS, 


HANDY-LIFTS. 





FELCO HOISTS LTD., 17 VICTORIA ST., LONDON, S.W.I 





Telephone: Abbey 7419 (3 lines) Abbey 6714. 


Telegrams: ‘Felcohoist’ Phone : London 





F5/53 








ICAL CHARGERS, SFARR SI ISeNte eS! 
see RUMBLERS. 


» 
_ 
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_ HARMAR 


Fluxes 


For 
| COPPER 
Alloys 


* 


Provide 


the answer 






to Your Scrap 
Problem 


ENSURE SOUND 


HIGH QUALITY 
CASTINGS 


——— 


* 
TYPES AVAILABLE INCLUDE :— 
PROTECTIVE COVERS, 
OXIDISING AND 
GAS REMOVING, 
DE-OXIDISING, 
REFINING 


te 


A typical group of Bronze 
Die Castings produced with 
the aid of HARMARK Fluxes 


— & 


Also manufacturers of 
-HARMARK CORE BINDERS 
DIE and CORE DRESSINGS 
HEAT-IN RISER SLEEVES 


HARBOROUGH CONSTRUCTION CO. LTD 


MARKET HARBOROUGH 
LEICESTERSHIRE TEL: MARKET HARBOROUGH 2254-6 








Sole Export Agents :— 
FOUNDRY SUPPLIERS LTD., 25A COCKSPUR STREET, LONDON, S.W.1. — Tel: TRAfalgar 1141-2 








TT Lee 

















th iron #5. 


Sa aheimettS 
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INDEX TO ADVERTISERS 


Aabacas Engg. Co., Ltd. 
Adaptable Bearing & Eng. Co. ae 
Adaptable Moulding Machine Co., Ltd. 
Aerograph, The, Co., Ltd. i 
Aero Research, Ltd. ‘ 
Air Control Installations, Ltd. 
Alar, Ltd. 
Albion Pulv erising Co. i Ltd. 
Allcock & Co. (Metals), Ltd. 
Allan, John, & Co. ee, | Ltd. 
Alidays & Onions, Ltd. 
Aluminium Union, Ltd. 
Anderson-Grice Co., Ltd. 
Andrews & Platt (Engn. » L td. 
Anglardia, Ltd. . 
Armstrong W hitworth & Co. 
industries), Ltd. 
Armstrong Whitworth & ‘Co. (Pneumatic 
Tools), Ltd. ae cs 
Asea Electric, Ltd. ae 
Aske, Wm., & Co., Ltd... 
Atlas Diesel Co., Ltd. 
August’s, Ltd. oa 
Austin, E., & Sons, Ltd. 
Badische Maschinenfabrik A. -G. 
Bakelite, Ltd. s af 
Ballard, F. J., & Co., Ltd. 
Ballinger, L. J. H., Ltd. 
Barnard, H. B., & Sons, Ltd. 
Beakbane. Hy., Ltd. . 
Beck, H., & Son, Ltd. 
Bentley-Layfield, Ltd. 
Berk, F. W. 
Bigwood, J., & Son, Ltd. 
Bilston Stove & Steel Truck Co., Ltd.. 
Birlec, Ltd. is 
Blackburn & Oliver, Ltd. 
Blythe Colour Works, Ltd. 
Borax Consolidated, Ltd. 
Bradley & Foster, Ltd. 
Brearley, Ralph, Ltd. .. 
Brightside Foundry & Engineering Co., 
Ltd. 
British Aero C ompone nts, Ltd.. 
British Brown Boveri, Ltd. 
British Electro Metallurgical Co. Ltd.. 
British Electrical Development Associa- 
tion s ° 
British Foundry Units, Ltd. 
British Industrial Plastics, Ltd. 
British Industrial Sand, Ltd. 
British Insulated Callender's Cables, L td. 
British Iron & Steel Federation 
British Master Patternmakers, Assn. 
British Moulding Machine Co., Ltd. 
British Oxygen Co., Ltd. 
British Pigirons, Ltd. 
British Resin Products, Ltd. 
British Ronceray, Ltd. at 
British Shotblast & E ngineering ¢ ‘o., Ltd. 
British Tyre & Rubber Co., Ltd. <s 
Bromsgrove Die & Tool Co., Ltd. 
Brook Motors, Ltd. “s 
Broom & Wade, Ltd. 
Burdon Furnaces, Ltd. . oe 
Burtonwood Engineering Co. , Ltd. 
Butterworth Bros., Ltd.. 
Central Manufacturing & Trading Co. 
(Dudley), Ltd. 
Chalmers, E., & Co., Ltd. 
Chance Bros., Ltd. & . 
Chapman & Smith, Ltd. ~~ 
Clayton Crane & Hoist Co., Ltd. 
Cohen, Geo., Sons & Co., Ltd. .. 
Coleman-Wallwork Co., Ltd. 
Colt Ventilation, Ltd. 
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Copper Development Association 
Core Oils, Ltd. .. on i 
Corn Products Co., Ltd. 
Cox, Long (Importers), Ltd. 
Crooke & Co., Ltd. Fa 
Crofts (Engrs.), Ltd. - 
Cumming, Wm., & Co., Ltd. 
Cupodel, Ltd. * 
Cuxson, Gerrard & Co., Ltd. 
Dallow Lambert & Co., Ltd. 
Darnot Stoves 
Davidson & Co., Ltd. 
D.C.M. Metals (Se ules), L td. 
Diamond Motors (Wolve srhampton), Ltd. 
Dowson & Mason Gas Plant Co. , Ltd. 
Durrans, James, & Sons, Ltd. .. os 
Electromagnets, Ltd. “e 
Esso Petroleum Co., Ltd. 
Ether, Ltd. - 
Eyre Smelting Co. "Ltd. 
F. & M. Supplies, Ltd. 
Felco Hoists, Ltd. 
Ferguson, James, & Sons, Ltd. 


* (Metal 


PaGE Nos. 


, & Co., Ltd. “ * 
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Flextol Engineering Co., Ltd. .. 
Fordath Engineering Co., Ltd. 


Forrest, ri R Sons (Engrs. ’ Pattern 
Makers), L i as 
Foundry 1. Ltd. 14& 


Foundry Plant & Machinery, Ltd. 
Foundry Mechanisations wes Ltd. 
Foundry Services, Ltd. . 
Fowell, Geo., & Sons, Ltd. 
Foxboro-Yoxall, Ltd. as 
Fullers’ Earth Union, Ltd., The 
Gadd, Thos. 
Gamma- Rays, Ltd. ea 
General Electric Co., Ltd. 
General Refractories, Ltd. 
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Gummers, Ltd. 
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Handling Equipment Co., Ltd. 
Harborough Construction Co., Ltd. 
Hardman, W., Son & Co. 
Hargraves Bros. 
Hargreaves & Gott, Ltd. 
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Harvey & Longstaife, Ltd. 
Hawkins, W. T., 
Henderson, C — - 
Hepburn Conveyor Co., Ltd. 
Heywood, S. H., & Co., Ltd. 
Higgs Motors, Ltd. 
Hill-Jones, Thomas, ita. 
Hillman, J. & A., . 
Hills (West Bromiwic m), L itd. 
Hooker, W. J., 
Holman Bros., Ltd 
Ilford, Ltd. 
Imperial Chemic: al Industries, Ltd. 
Incandescent Heat Co., Ltd. - 
par meg Mechanite Metal ‘o., Ltd. 
Jackman, J. & Co., Ltd. , 
Jacks, Wm., t to, Ltd. 
Jeffrey, A., & Co., Ltd. 
Keith- Blackman, Ltd. .. 
King Bros. (Stourbridge), Ltd. 
King, John, & Co. (Leeds). Ltd. “ 
Lafarge Aluminous Cement Co., Ltd. .. 
Laidlaw, Drew & Co., Ltd. 
Lambeth & Co. (Liverpool), Ltd. 
Lazarus, Leopold, Ltd. .. 
Leicester, Lovell & Co., Ltd. . 
Levy, B., & Co. (Patterns), Ltd. ae 
London & Scandinavian Metallurgical 
Co., Ltd. . 
Lord, E. 8., Ltd. 
Luke & Spencer, Ltd. .. 
Macdonald, John, & Co. 
Tools), Ltd. os 84 
Macnab & Co., Ltd. ve : 
Madan, Chas. 8., & Co., Ltd... 
Mansfield Standard Sand Co., Ltd. 
Major, Robinson & Co., Ltd. a 
Marco Conveyor & Engineering © Co., Ltd. 
Matthews & Yates, Ltd. 
Mathison, John, Ltd. 
Matterson, Ltd. . 
flay, J. te 
Mebberson & Ellmore, Ltd. 
Mellor Mineral Mills, Ltd. 
Metalline Cement Co... 
Metalectric Furnaces, Ltd. 
Metals & Methods, Ltd. 
Metronic Instrument Co., Ltd. 
Midgley & Son, Ltd. M 
Midland Tar Distillers, The, Ltd. 
Mining & Chemical Products, Ltd. 
Mitchell’s Emery Wheel Co., Ltd. 


(Pneumatic 


age Furnaces & Stoves, Ltd. 24 & ! 


Mole, 8 
Ltd. 

Molineux Foundry Equipment, ‘Ltd. 

Mond Nickel Co., Ltd. 

Monometer Manufac turing Co., Ltd. 

Monsanto Chemicals, Ltd. 

Morgan Crucible Co., Ltd. 

Morris, Herbert, Ltd. .. 

Muir, Murray & Co., Ltd. 

Musgrave & Co., Ltd. 


, & Sons (Green Lane Foundry), 


_ Musgrave, Elliott, Ltd. |. 


Neville, T. C., & Sons, Ltd. 

New Conveyor Co., Ltd. 
Nitralloy, Ltd... 

Norton Aluminium Products, Ltd. 
Norton Grinding Wheel Co., Ltd. 
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Ormerod, R. E., Ltd. 

Paget Engineering Co. (London), Ltd. 

Palmer Tyre, Ltd. ee 

Pantin, W., & Co., Ltd. 

Parish, J., « Co. .. 

Passe, J. F., & Co. 

Paterson Hughes Engineering Co., Ltd. 

Pattern Equipment Co. (Leicester), Ltd. 

Patterns (Derby), Ltd. . 

Perry, G., & Sons, Ltd. .. 

Philips Electrical, Ltd. .. 

Phillips, J. W. & C. J., Ltd. 

Pickford, Holland & Co., Ltd. 

Pneulec, Ltd. 

Pope’s Electric Lamp Co., Ltd. 

Portway, C., & Son, Ltd. 

Potclays, Ltd. ie 

Premo Pattern Co., Ltd. 

Precision Presswork Co., Ltd. 

Price, J. T., & Co. (Brass « ‘Aluminium 
Founders), Ltd. 

Price, J. T., & Co., Ltd. 

Ransomes, Sims & Jefferies, Ltd. 

Reavell & Co., Ltd. , 

Refined Iron Co. (Darwen), Ltd. 7” 

Refractory Mouldings & Castings, Ltd. 

Richardson ery (B’ham), Ltd. 

Richardson, R. J., & Sons, Ltd. 

Risdale & Co., wea 

Rigley, Wm., & Sons (Nottingham), Ltd. 

Riley Stoker Co., Ltd. 

Roper, E. A., & Co., Ltd. 

Rothervale Manufacturing Co., Ltd. 

Round Oak Steel Works, Ltd. 

Rowland, F. E., & Co., Ltd. 

Rule & Moffat . ‘a 

Rustless Iron Co., Ltd. 

Salter, Geo., & Co., Ltd. ok 

Sandvik Steel Band Conveyors, Ltd. 

Sarginson Bros., Ltd... ; 

St. George’s Engineers, Ltd... 

Scottish Foundry Supplies Co. .. 

Sheffield Smelting Co., Ltd. 

Sheppard & Sons, Ltd. 

Sinex Engineering Co., Ltd. 

Sklenar Furnaces, Ltd. a 

Slough Metals, Ltd. 

Smedley Bros., Ltd. 

Smeeton, John A., Ltd. 

Smith, Albert, & Co. , 

Smith, John (Keighley). Ltd. 

Smith, W. H., & Sons, Ltd. 

Solus-Schall, Ltd. 

Spencer & Halstead, Ltd. 

Spermolin, Ltd. . +s 

Stanton Ironworks Co., Ltd., The 

Staveley Iron & C hemical Co., Ltd. 

Steele & Cowlishaw, Ltd. 

Stein & Atkinson, Ltd. 

Stein, John G., & Co., Ltd. 

Sterling Foundry Specialties. Ltd. 

Sternol, Ltd. . 

Stewart, Colin, Ltd. 

Stewart and Gray, Ltd. 

Sturtevant Engineering Co., Ltd. 

Suffolk Iron Foundry (1920), Ltd. 

Swynnerton Red Moulding Sand 

Tallis, E., & Sons, Ltd. 

Tangyes, Ltd. 

Teisen, Th. os 

Thomas, G. & R., Ltd. 

Thomson & McInty yre - 

Tilghman’s Patent Sand Blast Co., Ltd. 

Tungum Co., Ltd. ‘ oe 

Turner Machine Tools, Ltd. 

Tyseley Metal Works, Ltd. an Oop 

United States Metallic Packing Co., Ltd. 

Universal Conveyor Co., Ltd. 

Universal Pattern Co. (London), Ltd. 

Vaughan Crane Co., Ltd. 

Vaughans (Hope W ‘orks), Ltd. 

Vickers, John, & Sons 

Vokes, Ltd. 26 

Waddington, G., Ltd. 

Wadkin, Ltd. his ao 

Walker, I. & I., Ltd. oa S% 

Walker, P. M. & Co. (Hfx.), Ltd. 

Ward, Thos. W., Ltd... hie 

Waring Bros. 

Warner & Co., L td. 

Watsons (Met allurgists), ‘Ltd. |. 

Webster & Co. (Sheffield), Ltd... 

Wengers, Ltd. - 

West Midland Refining ¢ 0., Ltd. 

Wilkinson, Bentley & Co., Ltd. se 

Wilkinsons Rubber Linatex Co., Ltd. .. 

Witham, L. A., & Co. 

Woodward Bros. « Copelin, Ltd. 

Wright & Platt, Ltd... 
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RICHARDSON ENGINEERING 






(BIRMINGHAM) LIMITED 


PHONE 
EDGBASTON 





mg 1539 
We give a reliable 24 HOUR SERVICE. 


MAY WE DO A TRIAL LOAD FOR YOU? 





SOLE MIDLANDS AGENTS FOR: 
SPENSTEAD 
SHOTBLAST PLANT 
DUST & FUME REMOVAL PLANT 
PNEUMATIC CONVEYORS ETC. 


MAY WE HAVE YOUR ENQUIRIES? 


COMPLETE MODERN 
FOUNDRY PLANT 





ICKNIELD PORT ROAD : BIRMINGHAM, 16. 











Unique Uniformity 
with 


N.R.S. Uni-Chamber 
STOVES 


for Heat Treatment of Light 
Alloys and for Core Drying 


Temp. Range—1l100° to 350°C. 
GAS OR OIL FIRED 


Sole Suppliers: 
MODERN FURNACES & STOVES LTD. 
BOOTH STREET, HANDSWORTH 
BIRMINGHAM, 21 


Telephone: SMEthwick 1591/2. Telegrams: ates 
; am 
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Church Lane, Handsworth Wood, Birmingham, 20. ‘Phone: Northern 
0343. "Grams: ‘*Jacelace,’’ Birmingham. - 

Monmouthshire Founders’ Association. — Secretary: |. J. Smith, 
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BRITISH CAST IRON RESEARCH ASSOCIATION 


Alvechurch, Birmingham. ‘Phone and 'Grams: Redditch 71. 
Scottish Laboratories.—Blantyre Industrial Estate, Blantyre, Lanark- 
shire. ‘Phone 486. 
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The 
order changeth’. 


August’s have revolutionised foundry practice. Sand, 
correctly and expertly mixed, emerges from August’s 
perfected Mix-Mullers; conveyors smoothly and 
effortlessly move vast loads to their appointed place. 
The fatigue factor is abolished and new simplicities 
replace the old ‘‘drag’’ and the costly methods of 
yesterday. 





Here is the New Year, and here is the new 
order. August’s advisory and research staff 
invite your enquiries on all methods of modern 
foundry technique. 

















Sole Licensees and Manu- 
facturers for British Empire 


(excluding Canada) of the PAS: 4 bd 
Simpson Sand Mixer. we LO hS AY 


LIMITED 























Telephone : Halifax 61247/8/9 
Telegrams: August, Halifax 








HALIFAX -5 ENGLAND 











J.J.M. 
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W LEATHERS L. A. WITHAM & CO. 


In all shapes and sizes, “LAWCO” FOUNDRY SUPPLIES 








and for all types of 59, Vine Street, Partick, Glasgow, W.1. 
Telephone : West 2477 
SOLE Scottish Agents & Stockists for 
MOULDING MACHINES F. & M. SUPPLIES LTD. 
MANUFACTURERS OF 
and FLEXIBLE JOINTS “PARTEX” Parting Powder “FERIN” Iron Cement 
Send us your enquiries “STOLIT” Plastic Stone “FOLGUM” Core Gum 


; ‘*REMED” Sand Regenerator ‘PARTEX” Liquid Parting 
HENRY BEAKBANE “‘SUPINOL”’ Core Oils and Compounds 
LIMITED FERRO ALLOY BRIQUETTES 
and the new “SUPINEX” R. Core Binder 


The TANNERY, 
STOURPORT-ON-SEVERN 





























MOULDERS CROCKETT & CO. ALL TYPES OF WOOD 
LETTERS & FIGURES Engineers’ Pattern Makers & METAL PATTERNS 
edhemaguhineen. cagaapomagaine 43-44, Hoxton Square, COOKE, BAILEY LTD. 
THEO. ELLIOTT & SON LTD Old Street, London, N.! 
moon vee <4 27693 ene oe Telephone: Shoreditch 6022 "tein 








PATTERNS 


WOOD AND METAL 


Over 100 Skilled Craftsmen at your service 





G. PERRY & SONS 


HALL LANE 
AYLESTONE 
LEICESTER 





TELEPHONE :— 
LEICESTER 32261 
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PATTERNMAKERS’ » 








PATTERNMAKING 


LARGE CAPACITY AVAILABLE 
IN ALL BRANCHES OF THE TRADE 


MARSDEN HIND & SON LTD. 


GUIDE BRIDGE WORKS, 
JOHN ST., ASHTON-U-LYNE. 


PATTERNMAKERS 
(Engineering) CO. LTD. 
Shrewsbury Road, London, N.W.10 


HIGH-CLASS PATTERNS 
NON-FERROUS 
CASTINGS 


JAS. C. CUNLIFFE, 


Est. 1919. 
Tel.: BLAckfriars 5374. 


Engineers Pattern Makers. 


Gordon Street, Manchester, 7. 














EST. 1929 TEL. : ASH 2426 


Phone: ELGAR 8031/2 


Telephone : MIDiand 3411 =i the WORLD’S LARGEST ENGINEERING 
WRIGHT & PLATTE Ltd. reer asccr te weos sna ratte he Meeor 


Aero and all other Trades. Pioneers of Shell- 
IRVING STREET, BIRMINGHAM, 15 

















Moulding Equipment. Suppliers to all the leading firms 


in the country. Castings made in our own foundry. 














We have pleasure in announcing that our capacity to manufacture the wide range of pattern 
equipment for the older and conventional foundry practices has now been augmented by 


further facilities to embrace precision class 
SHELL MOULDING PATTERNS 


Layouts and design-methods prepared in our own drawing office embody technical ‘* know- 
how’’, and our specialised machinery and equipment provides the tools for the job. 


B. LEVY & CO. (PATTERNS) LTD., OSBERT STREET, | | 
LONDON, S.W.I. 


Telephones: Victoria 1073 & Victoria 7486 



























TELEPHONE: BERMONDSEY 1337/8 


he Yniversal Pattewun 


€O (LONDON) LIMITED 





SPECIALIZED PLANNED EQUIPMENT 


FOR 


* SHELL MOULDING “C” PROCESS 

%& PRESSURE CAST MATCH PLATES 

% ALL METAL EQUIPMENT, CORE DRIERS, ETC. 
* METALIZED EQUIPMENT 

* KELLER MODELS 

* INVESTMENT FOUNDRY MODELS AND DIES 
%* LARGE TYPE PATTERNS 














i 
& 
k 

q 


sa a te 


OVER FIFTY HIGHLY SKILLED CRAFTSMEN AND MODERN 
PLANT, ENSURING UNVARYING QUALITY AND ACCURACY. 


269 ROTHERHITHE NEW ROAD, 
LONDON, S.E.16 


. 
. 
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, ) 
= Dammol 


mm STOVES 


ox Heating Capacity, 
60,000 cu. ft. 


a Approximate Fuel con- 
sumption using coke, 
64 Ibs. per 12 hours. 


Dia. of flue pipe out- 
let, 6in. 


ae Price on application. 








Victoria Works, Clement St. 
Birmingham lI. 
Telephone: Central 6114/5 
London Agents : 
PRESTON & BISHOP LTD. 
1-5, Broad Street Place, 
Finsbury Circus, London, E.C.2 
Tel.: London Wall 5471 & 4430 
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LIQUID 

PARTING 
(“PLP”) 

@ THE LOGICAL LIQUID PARTING 


FOR PLATE AND CORE BOX 
WORK. 





@ AT LEAST 10 TROUBLE-FREE LIFTS 
PER APPLICATION. 


@ ACCURATE PATTERN REPRODUC.- 
TION. 


© It’s Sediment Free! 


Manufactured by :-— 


F.& M. SUPPLIES LTD 


4, BROAD STREET PLACE, LONDON, E.C.2 
Telephone: LONdon WALL 7222 


Sole Scottish Agents and Stockists : 
L. A. WITHAM & CO., 59, Vine Street, Glasgow, W.!. 




















Pattern Makers’ Vice 


(Six vices contained in one) 


All classes of work, regardless of °* 
shape, can be rigidly held and 
in a convenient position 








for easy working. 


Write for full details to: 


Wadkin Ltd., 


Green Lane Works, 
Leicester. 








THE CONTROL OF 


ge) 


PM. WALKER 


aa & CO. (HALIFAX) LTD. — 


Vir Treatment Enginus 








FOUNDRY DUST CONTROL FOR SHAKEOUTS, 
SAND-HANDLING SYSTEMS, FETTLING & GRIND- 
ING EQUIPMENT. SMOKE & FUME REMOVAL 
PLANT. FANS, MAN-COOLERS & DUST COL- 
LECTORS. GENERAL FOUNDRY VENTILATION. 
UNIT HEATERS. PNEUMATIC SAND CONVEY- 
ING & COOLING PLANT & SAND DRYING 
EQUIPMENT. 


ALEXANDRA WORKS, HALIFAX, YORKS 


Phone: Hx 3742 Grams: “Exhaust” 
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PATTERNMAKERS’ 


Canadian Yellow Pine 


€ 


BRAND 











ALL GRADES AND ALL THICKNESSES 


in stock for immediate delivery | 


COX, LONG cmrorrers) LTD 


| 
] 


ROYAL LONDON HOUSE, FINSBURY SQUARE, LONDON, E.C.2 | 
































Telephone : Monarch 3601 Telegrams : Lignitic, Ave, London 
MAKERS OF 


HIGH-GRADE PIG IRON 
FOR CYLINDER & HIGH DUTY CASTINGS 


The perfect pig-iron for cylinder and high duty castings - - - free from porosity 
and of high tensile strength. Our Technical Staff is always ready to assist users 
and to advise with regard to mixtures. We cordially welcome your inquiries. 


Hatherton Furnaces, Bloxwich, Staffs 


Telephone: FAMOUS Telegrams: 
BLOXWICH 66248/9 SINCE THOMAS BLOXWICH, 
1844 WALSALL 








a 
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Photograph by courtesy ‘‘The Bulletin & Scots Pictorial’’ and 
Watson & McLean Ltd., Glasgow. 


Here you see a ‘“* BROOM- 

WADE”’ GR Grinder cleaning «« BROOMWADE” offers you : 

up weld faces on chain links at 

the Glasgow factory of Watson @ Expert technical advice on all your 


& McLean Ltd. — one of the compressed air problems. 
pioneers of chain-making by 


es seegnihen cacnm ow @ Complete world-wide after-sales ser- 
n works two “* » , , 
WADE” stationary air com- vice by works-trained personnel. 

pressors power a variety of or ; 

pneumatic tools, such as chip- Low initial cost—early delivery. 
ping hammers, grinders and sanders. 

72 “ ” -day. 

There are “‘BROOMWADE” air compressors and Write to “ BROOMWADE” to-day 
pneumatic tools designed for most _ industrial 
operations. 
“‘BROOMWADE” Pneumatic syiponene is built to 
meet YOUR requirements. 








BROOM & WADE LTD., HIGH WYCOMBE, ENGLAND = Phone: High Wycombe 1630 (8 lines) Grams: “* Broom,” High aeste 
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ALUMINIUM CASTING ALLOYS 


For Road Transport 


Aluminium Alloys in the form 
of castings have characteristics 
which find application in almost 
every industry. The casting 
illustrated is an oil sump for a 
Road Transport vehicle. The 
promotion of the most suitable 
applications for Aluminium 





Casting Alloys is one of the main 
objectives of ALAR —a 
non-trading organisation — whose 
free Advisory Service is 

available to all users and 


potential users of these alloys. 





By courtesy of Henry Meadows & Co. Ltd., and the Light Metal Founders Association 

















A Technical Association of Light Alloy Refiners 


MEMBER COMPANIES: 


EE ti‘OSCS 


International Alloys Ltd. B.K.L. Alloys Ltd. 
T. J. Priestman Ltd. Enfield Rolling Mills (Aluminium) Ltd. 
The Wolverhampton Metal Co. Ltd. The Eyre Smelting Co. Ltd. 


ALAR, 3 Albemarle Street, LONDON, W.1 


Tel. MAYfair 2901 
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TRANSPORTABLE 
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ELECTRIC MOULD DRIERS 


For all types of Sand Moulds 
Deliver Clean Hot Air at Preset Temperature 
Full Automatic Temperature Control 


‘Save Time Labour and Power 












Four Types 

25 kW 350°C Max. 
70 kW 350°C Max. 
70 kW 600°C Max. 


140 kW 600°C Max. 


BRITISH BROWN-BOVERI LTD. 
75 VICTORIA STREET, LONDON, S.W.1I. 
Telephone: ABBey 5777 
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What cupola fluxing 
with the new BRIX blocks 
can do for you 





A 
FOSECO 
PRODUCT 


@ Counteract the effect of oxidising cupola The high blast volumes and the 





conditions. high melting rates demanded by 
present-day production almost 
@ Increase activity of the slag. inevitably produce oxidising 
melting conditions. This leads to 
- 3: sluggish metal, slag inclusions 
@ Improve fluidity of the metal. po or quality pl generally. 
: E Castings chill easily, have hard 
@ Reduce melting losses and coke consumption. spots and show uneven distribu- 
tion of graphitic carbon. The 
@ Prevent slag inclusions and sluggish metal. ingredients of Brix “100” are 
carefully blended to counteract 

@ Give easier maintenance of cupola lining. these conditions. 


GIVE BRIX “100” A TRIAL AT OUR EXPENSE 


Order a quantity, and if after using them regularly you are not 
completely satisfied with the results obtained, we will credit you 
in full against their cost. 


FOUNDRY SERVICES LTD. 


LONG ACRE - NECHELLS - BIRMINGHAM = 7 
Telephone: EAST 1911 (10 Lines) Telegrams: KUPRIT’ BIRMINGHAM7 
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the finest system 
of arc regulation 





We call attention to the performance of the arc 








regulators for two good reasons—because an arc 
furnace is no better than the arc regulating equipment 
—because we know of no other system as good as the 
G.W.B.-Tagliaferri hydraulic control. It is, in fact, 
due to these controls that we can offer furnaces giving 
shorter melting times, lower power consumption and 
lower maintenance costs 


What is the G.W.B.-Tagliaferri system? It is hydraulic 
in operation, extremely fast and sensitive in operation 
—complete reversal of electrodes takes only 1-7th of a 
second. It is a proved method of control, too, for over 
450 control devices have been installed in furnaces 
totalling over 750,000 k.V.A.—surely ample 
acknowledgement that the G.W.B.-Tagliaferri system 


is one of the foremost methods of arc regulation. 


If you are concerned with furnaces for iron ore reduc- 
tion, cast iron melting and refining, steel melting, 
ferro-alloy production—we shall be pleased to supply 
further information on types and capacities available. 


GWB-TAGLIAFERRI 
ARC MELTING FURNACES 
Ad 


G.W.B. FURNACES LTD. : 
Dibdale Works, Dudley, Worcs. Phone : 4284 


Proprietors: Gibbons Bros. Ltd. and Wild- Barfield Electric Furnaces Ltd. 
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TiLGHMANS 


MULTI-TABLE 
WHEELABRATOR 


REGD. TRADE MARK asting> 








crams. 5 


jera°"” 


Send for 


TILGHMAN’S PATENT SAND BLAST CO,LTD. — BROADHEATH. 


LONDON OFFICE: Brettenham House, Lancaster Place, Strand, W.C.2. Telephone: Temple Bar 6470 
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PROVIDE CUPOLA ECONOMY 
@ Uniform in size 





Regular and consistent recovery PRK 
obtained * en 


No mechanical loss of alloy 
Weighing is avoided 


Greater convenience in use 


Allow the use of a higher proportion 
of scrap in the charge 








. CHROME 
Tree [Maney sinatra |Smeab {2 Sos) , 


Bettas | 3 | 14 | 5 [24/1431 3} 5 | 24 
Wee etcom 121 112/11) 4/2/12] 1 












































GRADED ALLOYS ror 
LADLE ADDITION 


GREATLY IMPROVE THE STRUCTURES 





OF CAST - f > ee 
IRONS = yoy le 


SMZ ALLOY 
To improve 


FOUNDRY GRADE FERROCHROME 
To increase chill, refine structure and improve strength. 

















BRITISH ELECTRO METALLURGICAL COMPANY LTD. 


WINCOBANK SHEFFIELD ENGLAND 
TELEPHONE: ROTHERHAM 4257 TELEGRAMS: ‘‘ BEMCO”’ SHEFFIELD 
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FOUNDRY FACINGS FOUNDRY FURNISHINGS 


SHALAGO 
BONDED 


BLACKING 


MIX ONLY WITH CLEAR WATER 
FOR 
DRY SAND MOULDS 
AND COREWASH 








ww" CUMMING « CC® Le 


GLASGOW FALKIRK CHESTERFIELD 
DEEPFIELDS near BILSTON 
& MIDDLESBROUGH 
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COLOUR IN THE FOUNDRY 








“It’s a big job, and it’s never been painted before —” 
said Grandad 


Was grandad surprised when the G.H.L. men came and transformed 
that dirt-grimed foundry into a colourful and pleasant place to work in. 
And another thing that surprised him was the speed and efficiency with 
which they went about the job. “Just no trouble at all’’ he said —““We 
shall be getting more young ’uns in the foundry after this”. . . and 
now production has been stepped up in grandad’s shop. 


Specialists in Foundry Painting Ly 


Recent contracts include Ford Motor Co. Ltd., Dagenham, Essex 
Beans Industries Ltd., Tipton, Staffs + Bayliss, Jones & Bayliss Ltd., ry 
Wolverhampton * Leys Malleable Castings Co. Ltd., Derby * Qualcast 
Ltd., Derby * John Maddock & Co. Ltd., Oakengates, Shrops * Peter ~ 
Brotherhood Ltd., Peterborough - S. Russell & Sons Ltd., Leicester. y 
We shall be pleased to send you our illustrated folder, ** Colour ‘ 
Psychology,” upon request. 


G.H.L. (PAINTERS) LTD. cont ® 


DECORA WORKS, WOLVERHAMPTON ST., DUDLEY, WORCS. PHONE: DUDLEY 4551-2-3 





u-w.56 
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She Best Sand Binding Resins are... 
FERGUSON’S 


Solid Phenol 300 mesh Z443 
Solid Cresol 300 mesh Z450 
Liquid Urea Resin sab V37 
Liquid Phenol Resin __... Z447 
Liquid Cresol Resin _... Z470 


All in Large scale production 


dames Ferguson & Sons Ltd. 


LEA PARK WORKS f PRINCE GEORGE’S ROAD 
MERTON ABBEY °-_ S.W.19 


Tel.: MITCHAM 22838 (5 lines 
‘Grams: NESTORIUS, 80 ONE, LONDON 














INGOTS 
Through the Micrescepe - 


SPECIAL PURPOSE ALLOY 


This is a PHOTOMICROGRAPH (x 56) from 
a sand-cast test bar in a complex Copper-base mixture prepared 


for special service. The test obtained was 56 t.s.i. with an 
elongation of 27%, on 2in. 


Our works have produced INGOTS, BILLETS, SHOT, PLATES 
STICKS, in standard and special mixtures for many years, and are 
still supplying old and new specifications in:— 


GUNMETAL PHOS-BRONZE LEAD-BRONZE 
ALI-BRONZE MANGANESE-BRONZE BRASS 
NICKEL-SILVER LIGHT ALLOYS ETC 


Technical Queries Invited. 


TYseLeYy Meta Works Ltp. 





Balfour House, Works 

Finsb' Pavement Elana 

LONDON, E.C.2 B. 'GHAM, 11 
MONarch 7941/2 


ViCtoria 0584/5/6 
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The “'P ORTWAY’ FOR GAS OR FUEL 











PORTABLE ‘ABLE CORE OVENS 





c. PORTWAY & 


HALSTEAG. ESSEX 





PATTERN 
SERVICE 


CHAPEL STREET WORKS, LEVENSHULME, 
MANCHESTER, 19 


Telephones: RUSHOLME 3699 and 3807 





@ LARGE AND SMALL WOOD PATTERNS AND CORE-BOXES. 
A %& METAL PATTERNS IN ALUMINIUM, BRASS, AND CAST-IRON. 
@ SYNTHETIC RESIN PATTERN AND MATCH-PLATES. 
%&e PRESSURE CAST ALUMINIUM ALLOY PATTERN AND MATCH PLATES. 
$ a ye AND PLASTIC PATTERNS IN CUSTOMERS’ OWN 


%& METAL PATTERN EQUIPMENT FOR THE “C” 
@ PLASTER, PLASTIC OR METAL ODD-SIDES, CORE-DRIERS, ETC. 


H. FORREST & SONS (ENGINEER'S PATTERN MAKERS LTD.) 


PROCESS. 


% FABRICATED METAL PATTERN EQUIP- 
MENT. 


@ PRESSURE OR GRAVITY DIES. 


% STEEL AND ALLOY MOULDS FOR ALL 
TRADES. 











SYNTHETIC MOULDING SANDS 


BY 
A. JEFFREY & CO. LTD 


Our Composition is graded to customers’ 
requirements, and has been used by 
leading Steel Foundries for more than 
sixty years. 


LET US ALSO SERVE YOU 
A. JEFFREY & CO. LTD 


12 RENFIELD STREET, 
GLASGOW. C.2 Tel: City 7450 | 
Baas - qe Se 














TRADE \Sinedley MARK 
SAND TREATING MILLS 
a 





BEREEEM) 











4 BATCH MILL 
x 1 to 20 cwts 

~ per charge 

H CONTINUOUS 
; MILL 

5 to 40 tons 


(MERE EEE eee 


Revolving 
or 
Stationary 











PANS 
Over or 
under-driven y; 
Smedley Brothers , I4 Telephone: 
Belper. Belper 12 
Derbishire. _ 
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The economical 
BONDING CLAY 


on ite 
for ferrous -" 


foundings 


ferrous 








W'TH today’s emphasis on increased pro- 
duction of better quality castings, the 
addition of a little ALBOND has become an 
essential part of sand practice in most up- 
to-date foundries. One to two per cent. 
rejuvenates NATURAL SAND, and im- 
proves flowability, ‘‘green’’ strength and 
cleaner stripping. The addition of up to 
six per cent. to SYNTHETIC SANDS 
ensures good spreading power and prevents 
friability. CORE SANDS to which about 
one per cent. of ALBOND has been added 
ensure cores of greater ‘‘hot strength”’ 
and resistance to metal penetration. 


Fully illustrated literature and Price List 
will be sent on request. 








ALBION PULVERISING COMPANY LIMITED 


134 EDMUND STREET, BIRMINGHAM 3 


Telephone: CENtral 1574 








FOUNDRY 


ANC 


Our NEWEST NOZZLE 


Is for Direct Connection to the Rubber Hose. 


TUNGSTEN CARBIDE LINED- 
Like all the other ‘Angloy’ Nozzles 


ASK FOR TYPE “HH” 


ANGLARDIA LTD., Adelphi Ironworks, SALFORD, 3. 





ASBESTOS 


CORE DRYING 
PLATES 
& 
MOULDING BOARDS 


®*LOW PRICED 
® NON-BRITTLE 
*LIGHT TO HANDLE 


CENTRAL MANUFACTURING & 
TRADING CO. (DUDLEY) LTD. 
OLD HILL, STAFFS. 


Phene: CRADLEY HEATH 69434 (6 lines) 
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IVITREOUS ENAMELS 


COBALT. 

| COPPER. 
| IRON. 

| MANGANESE 
| NICKEL. 

| TIN OXIDE. 
} CADMIUM. 





FOR SHEET AND CAST |RON, GOLD, SILVER, AND 
GILDING METAL. 


SILICA. 
FELSPAR. 
FLUORSPAR. 
LIMESPAR. 
BARYTES. 
BENTONITE. 


PREPARED COLOURED OXIDES FOR 
SHEET AND CAST IRON 














| ALBERT SMITH & CO. 


60, St. Enoch Square 
Pay 5909 GLASGOW, C.1 


FOR COMPLETE 
FOUNDRY SERVICE 
PLANT TOOLS 
FURNISHINGS 


"Grams: 











EVERYTHING FOR THE FOUNDRY 











ils 


INGOT 


non-ferrous alloys 
to guaranteed standard 
specifications 


GUNMETAL - BRASS 
PHOSPHOR BRONZE 


E. AUSTIN & SONS (LONDON) LTD. 


HACKNEY WICK LONDON €E.9. Tel. AMHerst 22!/ 
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pyndley CCOHOrny 


In these days of ever increasing costs, economical = 
repairs become a necessity, and, in view of this, when 
you are in need of ANY repairs to your CUPOLA, 
why not contact us, the ACTUAL MAKERS. 


As an example, we can install a new Windbelt 
Section without disturbance of the Brickwork 
or the Steel Shell, having an Erection and a 
Bricklaying staff always available, and ready to 
service Cupolas anywhere in the Country. 


Note our address for your future reference:— 


H. BECK & SON LTD. 


MARLEY STREET IRONWORKS 
KEIGHLEY 


Tel. No. 4132 Tel. address ARON 
MANUFACTURERS OF 
ARON FOUNDRY EQUIPMENT 
ILLUSTRATED BROCHURES ON REQUEST 











(ccete bdo 

































































PATTERN 
LETTERS 


AND 


FIGURES 


WHITE METAL - BRASS 
ALUMINIUM 


A MILLION’ LETTERS 
IN STOCK! 


J.W.& C.J. 


PHILLIPS LTD 


POMEROY ST., NEW CROSS 
LONDON, S.E.14 
ESTABLISHED 1882 
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“FOR THE MODERN 
FOUNDRY 




















o— 


“NEWSTAD" SYSTEM 











N.R.S. Stress Relieving Furnaces. 
N.R.S. Solution Heat Treatment 
Furnaces for Light Alloys. 
N.R.S. Core and Mould Drying 

Stoves. . 
Batch type and continuous. 





Also Superior Types of :— 
Annealing Furnaces 
for Grey and Malleable Iron 
and Steel Castings. 
Recuperative Vitreous Enamelling 
Furnaces and 
Ovens for Shell Moulding. 
Stoves for Plaster Moulds. 


Rotary Sand Dryers 
Portable Mould Dryers 
Skin Drying Plants 
Gas Fired Ladle Dryers 


*“ Vortex ’’ Gas Burners 





-MODERN FURNACES & STOVES 
LIMITED 
Booth Street : Handsworth 
Birmingham 21 


Phone : Grams 
SMEthwick 159] & 1592 Mofustolim, Birmiacham 








NITRIDED 


NITRALLOY 
STEEL 


for Optimum 
Hardness and 
Strength 


NITRALLOY LTD., 
25, TAPTONVILLE RD., SHEFFIELD, 10 


TELEPHONE : 60689 SHEFFIELD TELEGRAMS: 


NITRALLOY, SHEFFIELD 











PROCESSED 


SHELL MOULDING 
SANDS 


HIGH SILICA CONTENT - CORRECT GRADING 
* 
GANISTER, GROUND COAL, GRAPHITE, FOUNDRY SANDS 


MELLOR MINERAL MILLS LTD. 
ETRURIA VALE 


STOKE-ON-TRENT 
Telephone : STOKE-ON-TRENT 29683-4 





























THE BRITISH SHOTBLAST 
& ENGINEERING CO. LTD. 


STRETFORD, LANCS. ENG. 


THE VERY LATEST IN SHOTBLAST 
EQUIPMENT INCORPORATING NEW 
WET TYPE DUST ARRESTERS 


GUARANTEED RECONDITIONED PLANTS OF 
ALL TYPES IN STOCK 
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MINING & CHEMICAL PRODUCTS LTD. 


CECIL CHAMBERS, 86, STRAND, LONDON, W.C.2 


WORKS: ALPERTON, WEMBLEY, MIDDX. TELEPHONE : TEMPLE BAR "6511/3 
TELEPHONE: WEMBLEY 3504 TELEGRAMS : “ MINCHEPRO, LONDON ” 


exe CHILL CONTROL == 


99:°5% TELLURIUM iw powoen tasters 


USED AS LADLE ADDITION ; COREWASH - IMPREGNATOR 
WITHOUT METAL DENSENERS 


Illustrated Booklet “‘ TELLURIUM IN CHILL CONTROL” Free on Request 

















PELLETED FOUNDRY PITCH 


(BRITISH PATENT 632734) 








Representatives throughout the United Kingdom and in most 
European countries will gladly demonstrate the use and advant- 
ages of this modern sand additive in green sand, dry sand ‘and 
in skin dry moulding. Also in core making both ferrous and 
non-ferrous. Write for samples and further information to 


the sole manufacturers :— 





THE MIDLAND TAR DISTILLERS LIMITED 
OLDBURY BIRMINGHAM ENGLAND 











PEBBLE MILLS AND 
PORCELAIN POT MILLS 


STEELE & COWLISHAW LTD., ENGINEERS (Dept. 18) Head Office& Works: COOPER STREET, HANLEY. STOKE-ON-TRENT 
Tel. Stoke-on-Trent 2109. London Office: 329, High Holborn, W.C.!. Telephone: Holborn 6023 
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CASTINGS | “star Frounpry”| | require 

FOR ENGINEERS | yirmingham Street, What do you Foundry ° 
MOTOR TRADES Telephone : our 

ae. ~~ for 

Castings Sand-Blasted "WILENHALL Telephone: BLAckfriars 9518 





Look into this matter and place en order with 


WILLIAM HARPER, HARGRAVES BROS. 


SON & Co. (wittennar.) Ltd. 


lj 
| 
: 
Malleable and Soft Grey Ironfounders il The Foundry Suppiies Depot for— 


COAL DUST CORE GUM PLUMBAGO 
| TERRA FLAKE CHARCOAL Lump & Graded 
PARTING POWDER 

BLACKINGS Charcoal /Minerals 


THOS. GADD, "°Sivit'Wonre °"* - We Steck abe— 
SIEVES SPADES BELLOWS BRUSHES 
ROWLEY REGIS, near BIRMINGHAM STUDS SPRIGS CHAPLETS CORE OIL 
PIPE NAILS RIDDLES, &c. 


Our Goods are First Quality—Our Delivery 
Speedy—Test these Claims— it will repay you. 


HARGRAVES BROS. 


Telegrams : “Thos. Gadd, Rewley Regis.” “THE FOUNDRY SUPPLIES DEPOT” 
Telephone: Blackheath 1020. ; . *Getabtiohed 1830 QUAY STREET, MANCHESTER, 3 


NON-FERROUS ALLOY 


NGOTS 


o any specification 


GUNMETAL - PHOSPHOR BRONZE 
MANGANESE BRONZE 
ALUMINIUM BRONZE 
BRASS etc. 


























RIVETS of all kinds in Iron and Steel 






































Makers since 1898 


JOHN ALLAN « Co.““rrn” 


GLENPARK ROAD, GLASGOW, E.I 
‘PHONE: BRIDGETON 384) (5 LINES) . GRAMS > ASHES, GLASGOW 






























ALSO AT LONDON, BIRMINGHAM, SHEFFIELD, NEWCASTLE 
MANCHESTER and MIDDLESBROUGH 
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Are you 
REALLY 
Protecting 

Your 


Air-using 


compressed-air line. 
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Damage to compressed-air-using tools and machinery through insufficient 
filtration in the compressed-air lines, costs industry hundreds of 
thousands of pounds annually. This damage is not caused simply by 


atmospheric dust introduced through the compressor air-intake into the 


The constant compression and expansion of gases 


cause moisture, scale, and rust to form in the pipeline, too ; and this 

alone, if allowed to pass to the air-using tools, can do serious harm. Vokes 
Pipe Line Filters remove these impurities, and do so with 99.9 per cent. 
efficiency, but, for thorough protection, filtration must take place not 


simply at the compressor, but at regular intervals along the delivery line. 








WOKES 


VOKES LTD., Head Office: GUILDFORD, SURREY 
London Office: 40, Broadway, Westminster, $.W.I. 


Vokes (Canada) Ltd., Toronto. Vokes Australia Pty., Ltd., Sydney. 
Represented throughout the world. 


For full information on efficient pipeline filtration, write tor illustrated Vokes catalogu:, Section E. 











Foundry Supplies & Specialities ... 


@ CRULIN CORE OILS, COMPOUNDS, CORE GUMS, 
BINDERS, MOULD & CORE PAINTS & 
WASHES 

@ CRUDEX & CRUDOL CORE POWDERS 


@ CEYLON PLUMBAGOES FOR ALL CLASSES OF 
CASTINGS 


@ SPECIAL FOUNDRY BLACKING (IN THREE 
QUALITIES) 





for every Foundry 


@ BONDED (OR PREPARED) BLACKINGS (IN THREE 
QUALITIES) 


@ “BEECRO aaa — FREE PARTING POWDER (CON- 


NG TO HOME OFFICE 
REGULATIONS) 


@ ALSICA FEEDER HEAD COMPOUND FOR IRON & 
STEEL CASTINGS 


SAND MIXERS & MILLS, RUMBLING BARRELS, ETC., AND A FULL RANGE OF FOUNDRY REQUISITES & SUNDRIES 


FOR . HIGHEST QUALITY MATERIALS & PROMPT SERVICE 


BRITISH FOUNDRY UNITS 


APPLY 


LTD. 


THE FOUNDRY SPECIALISTS 


Telephone : 4157/8 
Telegrams: RETORT, CHESTERFIELD 


RETORT WORKS, CHESTERFIELD 
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Ride 
Hot zone of hearth of large Continuous Slab 
Reheating Furnace showing Stein 73 Bricks 
built on edge to give a 6” thick hearth. 


STEIN 73 (over 73% Al,O;) 


is specially designed to resist abrasion and millscale 
attack. In heating furnace hearths it allows the 
maintenance of a relatively clean hearth with easy 
slag removal. 


# Stein 73 is specially recommended for the following 


applications :— 

Reheating Furnace Hearths. 

Continuous Slab Furnace Hearths. 
Soaking Pits (Hearth & Lower Side Walls). 
Boilers (Clinker Line). 


Stein 73 is one of a range of High Alumina Refrac- 
tories described in our new No. 2 Pamphlet. 


Copies will gladly be sent on request. 


DECEMBER 31, 1953 


JOHN G. STEIN & C° L™ Bonnybridge. Scotland 


TEL : BANKNOCK 255 (3 LINES) 








SUPPLIED WITH ANY DESIRED PERCENTAGE OR 


* fot 


WARNER € CO.LTD. 





COMBINATION OF ALLOYING AND OTHER ELEMENTS 


better alloy CASTINGS / 


MIDDLESBROUGH 





Pubfished by the Proprietors, InpustriaL Newspapers, Limitep, 49. Wellington Street, Strand, London, W.C.2, and Printed in 
Great Britain by Harrison & Sons, Limitsp, Printers to the 


High Wycombe. 





late King George VI, London, Hayes (Middx) 


and 
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Without g ‘ST TGEORGES 
SHOT BLAST PLANT 


£1500 


—* mnot afford to bew 





ST.GEORGE S ENGINEERS LTD., ORDSALL LANE, MANCHESTER. 5 
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IN ALUMINIUM BRONZES * MANGANESE 
BRONZES + NICKEL BRONZES * PHOSPHOR 
BRONZES * GUN METALS * ALUMINIUM. 
ETC. * PATTERNMAKING AND MACHINING 


HERE IS A GROUP OF TYPICAL BRONZE 
CASTINGS THE LARGEST WEIGHING 35 CWTS 


(BRASS & ALUMINIUM FOUNDERS LTD) 


Dpuundgnet q # ad 


NEWCASTLE - UNDER - LYME - STAFFORDSHIRE 


ALLDAYS & ONIONS LT? PRICE’S FIREBRICKS! 


BIRMINGHAM 11 As used by all the leading Iron and Steelworks” 
ed and Foundries at Home and Abroad 


Manufactured by 
IRON FOUNDRY EQUIPMENT J. T. PRICE & CO. LTD., STOURBRID 


Manufacturers of 




















